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Every day, more leading foundries are using Purite regu- 
larly to cut casting losses and increase production of finished 
work. In these foundries, the use of Purite is standard op- 
erational procedure in every cupola charge. In the ladle 
too, Purite helps keep production high. 

For over 30 years, Purite has been the choice of leading 
foundries everywhere. Here’s why: 


1. Purite produces a higher percentage of finished cast- 
ings per ton of metal poured. 


2. Purite gives 100% fluxing action in the cupola—100% 
desulphurizing action in the ladle. 


3. Purite gets to all the iron quicker. 


4. Purite is time-tested and proven for unsurpassed de- 
sulphurizing uniformity. 


5. Purite comes in 2-lb. pigs—no weighing or measuring 
required. 
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6. Purite is 100% pure fused soda ash — you do not pay 
for inert materials. 


7. Purite does not crumble — no waste — no dust. 


8. Purite can be shipped in bulk carloads at substantial 
savings over bag shipments —is easily stored without 
deterioration. 


Purite, the scientific flux for better melting and cleaner 
iron, ts sold by all leading foundry supply houses in the 
United States and Canada. Mathieson Chemical Corpora 
tion, Baltimore 3, Maryland. 
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NISILOY 


A POWERFUL, POSITIVE INOCULANT 


7 Cuts Final Cost of Gray Iron Castings 
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ENEFITS To CASTING USERS 
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Reduces Rejects — Used for structure control of 
cast iron, Nisiloy helps your foundry meet daily 
schedules for uniform lots of machinable gray 





iron castings. 


























Promotes Sound Castings — Diffusing rapidly 
throughout the melt, Nisiloy promotes a dense, 
close-grained product. 


Curbs Breakage— Even where section thickness 
| varies sharply, Nisiloy serves to eliminate chilled 
pe edges and surfaces, thus affording a tougher cast 
iron that resists breakage in shop handling. 


) No Scrap Problem—Containing only elements 

that dissolve freely in iron, Nisiloy permits 
remelting sprues and gates in any successive 
melt without risk of adding chill-forming ele- 
ments. 


Fewer Base Mixtures—Often a single base mix- 
Day ture may be used in the cupola to which Nisiloy 
is added in the ladle, with the consequent 
flexibility of pouring off thin or thick sectioned 








castings as desired. 
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out For full information about this nickel-silicon 0 Tae 
alloy, one of the most useful products ever offered i 
for improving machinability and structure of gray ‘Hitman ci eee 
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r , n below. . pany, Inc. 
va iron castings, fill in and mail the coupon below Dept. F, 67 Wall Street, New York’, N.Y. 
ora: Please send me your booklet entitled: 





“NISILOY” for GRAY IRON CASTINGS 
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FOR “SUPERIOR” CORES 





LINOIL uniformity 


q @¢0¢¢ Twenty-one small and 
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medium cores used to 
mold compressor housing 
illustrated below. Cores 
are made to withstand 
280+/sq. in. tensile 
strength. 


sure reciprocating air con: 
ditioning compressor. 
Interior surfaces must be 
true and free of flaws 
so that casting will with- 
stand up to 900+/sq. in 
pressure. 
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CLEVELAND, OHIO, FOUNDRY HOLDS SCRAP 
FROM CORE FAILURE TO A MINIMUM 


Touven ONES like this 21-core compressor 
housing are all in a day’s work at 
this large production, jobbing foundry. 


Admittedly, Superior likes complicated, 
multi-core jobs because their high-capacity 
core rooms have proven their ability 

to constantly produce cores as fast as they 
are needed on the molding floors. 


The secret of their success is 

rigid foundry-wide standardization of 
methods, a policy which pays off, 
particularly in the control of sand mixtures. 
The result is phenomenal . . . rejects 

due to core failure are held to a minimum. 


To maintain such a high degree of 
performance with widely-varied core sizes, 
Superior insists upon absolute uniformity 
of mixture ingredients. To help 

maintain these high standards, their core 
room supervisors rely on uniform LINOIL. 


Why not test LINOIL in your sand lab 

or let an ADM engineer check 

your mixture. Our laboratories are at your 
disposal at all times. 
































‘Tere are the facts; 
4SINg, you Ss 
LINOIL 700 





“Sea” of tractor transmission case cores: ex- 
ample of the larger cores produced at Superior. 


- \pays off at Superior Foundry, Inc. 
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ViDOLE ABRASIVE OVERFLOW 
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Premier Showing — Atlantic City, N. J., May 1-7, 1952 
International Foundry Congress, Booth 1733 


See new barrel—and other machines—in operation 


























with the right equipment for every job 


NEW Airless Barrel has 
many outstanding features 


@ A Batch Cleaning Barrel of advanced design that uses the 
famous RoToBLAST® cleaning efficiency to give higher pro- 
duction at lower cost. 


® Work Conveyor will not clog. Hardened steel chain with 
special metal slats designed so no aperture will pinch work. 


Drives through V-Belt to Spur Gear-Reducer mounted 
directly on work conveyor shaft —simple— effective— safe. 


Take-Up is on bottom shaft where weight of conveyor 
makes it easier to adjust. 


® Automatic Throw-Out Torque Arm protection disen- 
gages the barrel drive in case of jams. Works in both loading 
and unloading directions. 


® Abrasive-Tight Door and Housing keeps abrasive within 
machine, permits economical use of the newer types 


of abrasives. 


® Abrasive- Tight Door. Wovenwiremesh construction backed 
with vulcanized rubber. Rolls up compactly when door is 
opened. Slides on rollers in mechanized labyrinth. Always 
protected against abrasive action and tumbling castings by 
heavy rubber curtain. 

® Cleaning and Reclaiming System—new—constantly 


removes all sand and debris, continuously maintaining full 
cleaning potential of abrasive. 

® Work Loader—quick acting—double cables for safety 
positively delivers entire load to machine. 

® Control! Panel— push button type—centrally located. 

® Two Sizes Now Available—6 cu. ft. and 12 cu. ft. capa- 


city. Other sizes on drawing boards. 


® Minimum Floor Space and Head Room 
6 cu. ft. capacity —6’ 8” deep x 60” wide x 13/974” high. 


12 cu. ft. capacity —7'9” deep x 9'7” wide x 14’ 6” high. 





BLAST CLEANS 
CHEAPER 








ROTOBLAST Barrel 


Win a $1000 U.S. Bond (Series E) 
for Naming NEW Barrel! 


Here’s your chance to win a $1000 Series E United 
States Savings Bond—just by submitting a winning 
name for the new Pangborn Rortostast Barrel an- 
nounced in this ad. It’s new—it’ll be on display for the 
first time—and in operation—at the International 
Foundry Show in Atlantic City, May 1-7. Take a good 
look at its features—check its advantages—then give 
it a name, using the handy entry blank below. Don’t 
miss this chance to win a $1000 Bond—send in as 
many names as you can. 


CONTEST RULES 


@ The name selected must be suitable for Trademark 
Registration. (Any name too close to names already 
in use would not be suitable.) 


® Any person residing in the continental United States 
may submit entries—except employees and the fami- 
lies of employees of the Pangborn Corporation and 
its various agencies. 


® No limit to the number of names you may submit. 


® In case of duplication of winning name, the one bear- 
ing the earliest postmark will be declared the winner. 


® The company need not use the name submitted even 
when the prize is awarded. 


® No entries can be returned, and all entries become 
the sole property of the Pangborn Corporation. 


® Entries must be postmarked not later than midnight, 
May 24, 1952. 


® Decision of the judges will be final. 


MAIL THIS COUPON—FILL IN DETAILS 


PANGBORN CORPORATION, 1400 Pangborn Bivd, Hagerstown, Md. 


My suggestion[s] for the name of the new Pangborn Barrel 


is [are]: 


My Name 
My Occupation 
Street Address 


City Zone State 


My Company is 








When you buy 


Barrett 
Phenolic 
Resins 


for shell molding 
and core binding... 









Barrett’s basic position in raw materials and You get better castings at lower cost 


Barrett’s modern production processes are 


backed by almost a century of experience in You get: You save: 
: ; is e Thin, lightweight shells « Materials—less scrap, 
chemical research and development. This is ; 
; e Castings with superior less sand 
your assurance of uniform formulation at a finish e Time—less machining 
high level of quality . . . a prime considera- e Closer tolerances _ © Manpower —less 
: ae ‘ bark; e Molds and cores of uni- _ handling 
tion to every business embarking upon the form high quality © Money —in every way 


use of the shell molding process. 


THE BARRETT DIVISION 


ALLIED CHEMICAL & DYE CORPORATION 
40 RECTOR STREET, NEW YORK 6, N. Y. 


Barrett (8 Basie 
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The Fast Way is the Cheapest 
Way to Make Cores 


OU PAY NO PREMIUM for speed. In fact, you get bonuses all the way. First, 
7... cut handling time. Here’s how: In conventional core making practice, 
cores are placed on a collecting rack; they are then removed and placed in an oven. 
The hot, smoking cores are removed by asbestos gloved workers and placed on a 
cooling rack. From there they go to storage. 

Using a Foundromatic dryer — core makers simply place the green cores on the 
moving belt of the dryer. In a few minutes they come out — cool enough to handle 
with bare hands and ready to use . . . a big saving in handling and baking time! 

Next, you cut up to 60% fuel cost. All the heat goes into the core — none into 
the room. Warmup time is short and this new Foundromatic dryer can be turned 
off when it’s not being used. 

In addition, core quality is improved. Over-baking of cores is impossible . . . 
burning of fins or thin sections is ended. 

Cores that will pass through an aperture 36 inches wide and 13 inches high can 
be dried in the Foundromatic sand core dryer. For details, call your nearby 
Allis-Chalmers District Office, or write Allis-Chalmers, Milwaukee 1, Wisconsin. 


Foundromatic is an Allis-Chalmers trademark. 


ALLIS-CHALMERS“© 


May 1952 








1. Do | need an electronic engineer to help 
me with the Foundromatic dryer? 


No. Once equipment is installed and oper- 
ating, any personnel can be quickly trained 
to follow simple operating instructions. 


2. How long will tubes last? 
Tubes have an estimated life of 5000 hrs. 





3. How much maintenance is there? 

Very little. Periodic replacement of tubes; 
oiling of rollers, and conveyor and blower 
motors. 





4. Why is oven separate from heater? 


To eliminate possibility of evaporated 
moisture being deposited on heater parts 
causing arcing, and to simplify installation 
and maintenance. 





5. Can capacity be increased by adding an- 
other heater? 

Yes. Simply add heater with minor oven 
changes. 





6. How does the core dry? 


By passing high frequency currents through 
the moist sand the molecules are set in 
motion and the resultant friction generates 
sufficient heat to drive off the moisture 
from the center to the outside. 


7. What about collapsibility? 


Resin bonded cores have very good collap- 
sibility, contributing to a faster, cleaner 
shakeout. 


8. Can core wash be eliminated? 

In many cases, yes. The resin forms an at- 
mosphere conducive to smooth castings. 
9. Does the Foundromatic core dryer use pow- 
er when empty? 


No. Industrial heaters inherently deliver 
no power unless material is between the 
electrodes. 


10. Why are rubber or fabric belts used? 


Arcing is reduced, cores are given a 
smoother ride, and the low loss material 
requires no heat. 
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ALLIS-CHALMERS 
MILWAUKEE 1, WIS. 
Send me new 8 page Bulletin 15B7306B. 
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Company 
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This belt ran over 
2 years at 500° F. 


Imperial Sahara Belts are 
unsurpassed for handling 
hot materials 


On July 27, 1949 this conveyor belt was 
placed in service at the Reading Plant of 
American Chain and Cable Co., Inc. 
For 2 years, 3 months and 26 days it 
ran continuously, 24 hours a day, 5 days 
a week ... handling hot shakeout with a 
temperature of about 500° F. During this 
time production was accelerated and 
equipment operated at top speed. 


What's your belting problem? 


Such service records are not unusual for 
Imperial’s Sahara Belting. If you use 
belting to handle high-temperature ma- 
terials, it will pay you to let our engi- 
neers submit their recommendations on 
new installations or replacements. Im- 
perial Belting alwavs costs less to use 
because it’s engineered specifically for the 
iob to be done. 

Made of 37'2-ounce tight woven duck, 
with special impreenation and insulation, 
Standard Sahara handled materials up to 
300° F.: Insulated Sahara, up to 450° F.: 
Super Insulated Sahara, up to 600° F 
Imperial’s inner-locked stitching positive- 
ly prevents ply separation. Write for Data 
Sheet 47-8 and price list. 








BELTING CO. 


1755 S$. KILBOURN AVE., CHICAGO 23, ILL. 


Engineered Belting— 
The Right Belt for Each Job 





















wih the EDITORS 


NTERNATIONAL FLAVOR: A\l- 

though this department goes to 
press well ahead of the main editorial 
section, those pages devoted to the 
various features of the 1952 Inter- 
national Foundry Congress and Show 
were rounding into shape as this is 
written. We hope that after you have 
studied the nearly 25 pages of infor- 
mation on the many convention ac- 
tivities, you may gain a much better 
idea of the magnitude of the three- 
ring circus to be staged in Atlantic 
City May 1 to 7. In many ways it 
looks like a record breaker. It is 
the first time since 1915 that the 
society has selected the eastern resort 
for the annual meeting, and the first 
time since 1934 that an International 
Congress has been held in the United 
States. For some reason, an Inter- 
national Congress has a flavor all its 
own—one which will be remembered 
for many years to come by those in 
attendance. 

—o— 

Everybody Goes: Checking the list 
of FOUNDRY staff members who will 
shove off for Atlantic City late in 
April tends to prove the sweeping 
prognostications on a record conven- 
tion attendance which are emanating 
from society headquarters in Chicago. 
Practically everyone in the editorial 
and business departments has found 
an excellent excuse to justify a week 
at the seashore, so that the offices 
in Cleveland will be almost deserted. 
Cditorial staff members attending will 
include Frank G. Steinebach, William 
G. Gude, Edwin Bremer, Pat Dwyer, 
Robert H. Herrmann, Virginia B. 
Harms and Virginia C. Taylor from 
Cleveland; Ben K. Price from New 
York; and Erle F. Ross from Chicago. 
susiness staff members will include 
Russell C. Jaenke, George A. Pope, 
J. M. Lathrop, A. L. Klingeman, G. 
R. Ebersole, David D. Gibbs, Mary 
Jane Kimpel and Bettie Thompson 
from Cleveland; J. F. Ahrens from 
New York; and A. W. Johansen and 
R. Z. Chew Jr. from Chicago. In ad- 
dition, Earl L, Shaner, chairman, and 
seorge O. Hays, president, of the 
Penton Publishing Co., will attend. 

—o-— 

From London: Because this is an 
International Congress, Vincent Del- 
port, European manager of FOUNDRY, 
and Mrs. Delport are coming over 
for the affair. The Delports are ac- 








companying the English party as far 
as New York, and are spending a 
week at the home office in Cleveland 
and a few days in Chicago before th 
congress. Vincent Delport is well 
known among foundrymen throughout 
Great Britain and the Continent, and 
has many friends in the United States. 
Since 1924 he has attended every 
major foundry congress in Europe to 
report on these activities for 
FOUNDRY. He is a past president of 
the London Branch of the Institute of 
British Foundrymen and for years 
has represented the AFS on the In- 
ternational Committee of Foundry 
Technical Associations, His writings 
and committee activities have con- 
tributed much to the development of 
a better understanding among foun- 
drymen of the two continents. Of 
course, all of us on FOUNDRY are 
very happy that the Delports will be 
in the party at Atlantic City. 
~—OQ--- 

At the Show: FOUNDRY has _ booth 
No. 1520, located near the main en- 
trance off the boardwalk in Atlan- 
tic City’s large Convention Hall. 
Won’t you drop in for a visit? We can 
provide comfortable chairs, a pleas- 
ant outlook and good company. We 
will be watching for you! 

—o— 

Dazzling: Two years ago this de- 
partment had Harry Richey prepare 
a drawing of the FOUNDRY booth 
with the famous characters, Bill and 
Pat, asking you to come on in to 
see us. We might have done some- 
thing like that this time, but Harry 
is off on a Florida vacation. Never- 
theless, we do want to tell you that 
the booth, which was located near 
the center of the fire at the recent 
ASTE show at Chicago, has been en- 
tirely repainted and refurnished. New 
drapes, new upholstering, and cleaned 
rugs will give a shiny, bright appear- 
ance that may be dazzling to behold. 
So we hope you will be watching 
for us. 

-~---O--- 

Cover: Just a special word of com- 
mendation to Artists Robin Allen and 
Don Cadot for the beautiful cover 
that graces this preconvention issue. 
We also want to thank the Texas 
Electric Steel Castings Co., Houston, 
Tex., for permitting us to reproduce 
the colored photograph of the pour- 
(Concluded on page 12) 
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CRUCIBLE 


THE 
MODERN 


METHOD P 


So Fhree-of-the-four-on-tired: furnaces 
wittNo: 60 Gracthtes inthe new 
“qadrters: of -Ceatrat-Brass 3 -Atumey 
sinum:-Company..of Stiouis, Mo. Cras 
“eible- capacity: 206:tbs. brass of 60: Ibs. 
a aluminum: Note rott-back: fume: hoods 
“ad-excettent housekeeping. 


Crucible melting belongs in the up- 
to-date, modernized non-ferrous 
foundry as shown in the illustration of 
an old-established company moved in- 
to new quarters. 
Crucible melting completes the pic- CRUCIBLES 
ture of overall efficiency and economy 
required to produce high quality cast- FOR 
ings in a highly competitive market. 


WRITE FOR CRUCIBLE MELTERS’ FLEXIBILITY 


HANDBOOK. MAILED FREE. 


CRUCIBLE MANUFACTURERS ASSOCIATION 


27 WILLIAMS ST., NEW YORK 5, NEW YORK 

















SNAGGING ON MALLEABLE IRON 


Al6 —R5 — B3 = 25% more 


production. 





SIMONDS 


ABRASIVE CoO. 


Grinding Wheels 


That ‘formula’ sure paid off in one 
foundry. What does it mean? Simply 
this: a Simonds Abrasive Com- 
pany grinding wheel specification 
A16-R5-B3—boosted production 
25°,. Why? Because this wheel is 
accurately specified for the job it 
had to do. This is true of all Simonds 
wheel specifications. They’re listed 
in our free data book, along with 
details on our complete line of grind- 
ing wheels, mounted wheels and 
points, segments and abrasive grain 

plus information on how you can 
get Simonds wheels specially made 
for out-of-the ordinary jobs. Write 
for it. Also name of your nearby 


distributor. 


(Concluded from page 10) 
ing scene. This photograph in four 
colors first appeared on the cover of 
an exceptionally fine new catalog of 
the Texas company. 
_ o— 

Ideas for Foundrymen: If you hav: 
not taken advantage of the regular 
feature, “Ideas for Foundrymen” 
page 347 this issue, you are missing 
a good source of valuable technica! 
and practical information on materi 
als and machines for the productior 
of castings. 

-—O--—- 

Is It? While the item probably has 
been published before, it does seem 
worth mentioning that many in Wash- 
ington now are referring to the WSB 
as the Wage Stimulation Board. 

—o— 

Deserves a Hand: Charlie Wilson, 
recently resigned director of the Of- 
fice of Defense Mobilization, walked 
into the dining room of a Washington 
hotel a few nights after the resigna- 
tion and received a standing ovation 
that lasted over 15 minutes. Those 
who have the welfare of the nation 
at heart regret exceedingly that, as 
a matter of principle, Charlie was 
forced to resign. The defense effort 
lost much. 

eres 

Changes Coming Up: Speaking of 
Washington, cherry blossoms, tulips 
and pansies in the White House lawn 
and the face saving moves in this 
election year, one cannot help but 
feel, after a visit to NPA in the GAO 
building, that the defense organiza- 
tion is beginning to fall apart at the 
seams. Thousands of people continue 
to go through the motions, but it is 
doubtful if their heart is in the task. 
We expect to see many personnel 
changes around the defense agencies 
in the months immediately ahead. 

- oO —_ 

Honored: On Wednesday, Mar. 12, 
Secretary of Commerce Sawyer and 
the Business Advisory Council for 
the Department of Commerce held a 
luncheon to honor “the business men 
who have rendered service to the 
United States government as employ- 
ees without compensation in time of 
national emergency.” We are pleased 
to report that Thomas Kaveny Jr., 
Herman Pneumatic Machine Co., 
Pittsburgh; William T. McCargo, Car- 
borundum Co., Niagara Falls; N. Y.; 
and Edgar F. Gore, Metals Division, 
Bohn Aluminum & Brass Corp., De- 
troit, were among the business men 
receiving certificates of service from 





SIMONDS ABRASIVE CO., PHILADELPHIA 37, PA. BRANCH WAREHOUSES: CHICAGO, DETROIT, BOSTON the National Production Authority. 
DISTRIBUTORS IN PRINCIPAL CITIES Congratulations to these men on re- 


na ivi i job well done. 
Division of Simonds Saw and Steel Co., Fitchburg, Mass. Other Simonds Companies: Simonds Stee! Mills, Lock- ceiving this honor for a job FGS 


port, N. Y., Simonds Canada Saw Co., Ltd., Montreal, Que. and Simonds Canada Abrasive Co., Ltd., Arvida, Que. 
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[other VEW STROMAN © 


REVERBERATORY FURNACE FOR 
COPPER ALLOYS or IRON! 





Stroman “JC” Reverberatory Furnaces 
are built on the same basic ideas as the 
“air furnace” except that it is smaller 
and tilts instead of taps to pour... 
MELTING TIMES are the lowest known, 
ranging from 15 minutes to 22 hours 
according to size of furnace and charge. 
It is excellent for COPPER BASE ALLOYS of 
low zinc content (containing not over 
7% zinc). For such alloys, no more 
economical method has ever been devised 
for handling, melting, maintenance, 
charging, pouring and fuel consumption . . . 
and you can switch from one alloy to 
another without contamination. Castings 
produced from the “JC” are of 
excellent grain structure and free from 
porosity. Metal loss is lowest of any other 
type furnace. IRON MELTING . . . These 
furnaces will bring cold charges of iron 
up to casting temperatures of 2800° F., or 
they may also be used as a holding 
furnace of metal from a cupola. The “JC” 
is also highly recommended for special 
heats as well as production work. It has a 
decided advantage over a cupola 
in that it can be used for 6 to 8 successive 
Fs heats a day. Cupolas cast just once a day. 
REAR VIEW ae This enables a foundry to operate 
” in slow times as a full crew is not necessary 
a for ample production. These furnaces 
1 = a are gas, oil or combination gas-oil fire. 
< ) REMOVABLE WS AGFZF They are automatically tilted and handle 
BUNG 
ARCH their metal perfectly. For greatest speed 
& of melting and utmost economy investigate 
the Stroman “JC” Reverberatory .. . it will 
open the door to greater profits for you. 


Pp) 





METAL LINE 
METAL LINE i 


AX A Write for full information 
NG and specifications today. 


CROSS SECTIONAL VIEW THRU LENGTH CROSS SECTIONAL VIEW THRU. WIDTH 


STROMANSA Tea CRP aa ne 


DivistG@nm OF 


THE PETERSEN OVEN CO. * 9900 FRANKLIN AVE. + FRANKLIN PARK, ILL. 






































COMPLETE HANDLING SYSTEMS 
for SAND... MOLDS... CASTINGS... COKE 


APRON AND BELT CONVEYORS 
AERATORS —— BLENDERS FLASK FILLERS 
CLEANARATORS MOLD CONVEYORS 
CRUSHERS PADDLE MIXERS 
BUCKET ELEVATORS ROTARY SCREENS 
DISINTEGRATORS SANDITIONERS 
FEEDERS CHAINS 


Includes Survey Study and Preparation of 
Equipment Layouts 


Send for our New Catalog No. 845 




















Here’s your PREVI E W 


of the 


NATIONAL 
OPERATING EXHIBIT 


eee see if at the 
1952 FOUNDRY SHOW 


..» featuring the New 2F and 3F 
SIMPSON Intensive MIX-MULLERS 


Forming the “heart” of the National sand preparing 
system which will be in actual operation at the 
Foundry Show, will be a new 2F Simpson Mix- 
Muller, complete with National Cooling Hood, 
National Aerator, and Automatic Time Master Con- 
trols ... demonstrating the way in which these 
modern, high capacity mullers are doing a bigger, 
better sand preparing job for foundries across the 
nation. 

In addition, a 3F Simpson Mix-Muller will also be 
displayed, with crib sections cut away to show every 
detail of the new, efficient spring-loaded muller 
design and construction ... most outstanding 
feature that has been developed since the inception 
of mulling. 





LLUSTRATED above is an actual scale 

model of the National Utility Unit which 

will be in full scale operation at the 1952 Foundry 

_ The unit will demonstrate how foundry sand 

Stree molding and shakeout operations can 

be modernized with a minimum of mechanization, 

but with maximum flexibility for future addition or 
exp n. 

‘This is your opportunity to see the new 2F and 
3F Simpson Mix-Mullers and National Utility Unit 
in action ... and remember, what you see can be 

gin for your needs! 

ell be looking for you in Atlantic City, May 1-7. 


Prepared sand charged into traveling bucket loader by 
front end loader. 


Bucket loader charges overhead molders hoppers which 
deliver sand to 2 molding machines. 


Finished molds delivered to shakeout on roller conveyor. 


Shakeout sand delivered to receiving hopper by front end 
loader. 


Shakeouvt sand is automatically screened and magnetic 
refuse removed by screening and conveying unit. 


Shakeout sand delivered by inclined belt and elevator to 
batch holding hopper over 2F Mix-Muller. 


Preparing equipment consists of 2F Mix-Muller equipped 
with National Cooling Hood, Aerator and Automatic Time 
Master Controls, which will control charging of sand, water, 
binder, cooling and mixing cycle, and discharge of prepared 
sand through aerator, National Time Master operation will 
be visually demonstrated by means of a flashing light panel. 


a ‘ a QD? 
National é ngtneciwUung G company 
608 Machinery Hall Bldg. e Chicago 6, Illinois 


MIX-MULLERS 


eee 
ame 








THE MOLD THAT SAVES YOU DOLLARS 


Thin-shell molds and cores, made of 
fine-grained sands bonded with 
BAKELITE Phenolic Resins, yield fer- 
rous and non-ferrous castings that are 
almost pattern-smooth. Such castings 
lower production costs because they 
need only a minimum of finishing, for 
tolerances as close as .003 to .005 of an 
inch per inch can be achieved. 

The light, smooth molds bring addi- 


Dept. DQ-29, BAKELITE COMPANY, 


tional economies to foundry operation. 
Highly porous, they permit gases to es- 
cape freely. They are always accurately 
registered, with built-in guide pins and 
holes making allowance for mold shift 
unnecessary. Castings have no burnt-on 
sand. Since rejects are minimized, more 
good castings are obtained from each 
ton of metal poured. 

Pattern wear is reduced, too, because 


A Division of Union Carbide and Carbon Corporation 


30 East 42nd Street, New York 17, N. Y. 


Please mail my free copy of Booklet K-8, “BAKELITE 
Phenolic Resins for Foundry Molds and Cores.” 


Name 
Company 
Street 


City- 


tamping and vibrating of sand are elim- 
inated. Molds have a uniform quality 
they’re strong, moisture-resistant, sta- 
ble—with long storage life. 

Saving time, effort, space, sand, and 
metal, the shell molding process de- 
serves your consideration. For infor- 
mation about the BAKELITE Phenolic 
Resins especially developed for it, fill 
out and mail the coupon. 


BAKELITE 


TRADE-MARK 


PHENOLIC 
BONDING RESINS 


TAaoE /B’ mann 


BAKELITE COMPANY 
A Division of 

Union Carbide and Carbon Corporation 

30 East 42nd Street, New York 17, N. Y. 


In Canada: 
Bakelite Company (Canada) Ltd., Belleville, Ont 
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NO. 1 SOURCE FOR 


Bowls - Shanks - Tongs 














Industrial Equipment round bottom pressed Industrial Equipment round bottom pressed 
steel ladle bowl, 50 Ib. capacity, type 7 flat steel ladle bowl, 60 Ib. capacity, type 14 
side. circular. 














Industrial Equipment type 30CA single and adjustable ladle and crucible shank. 
Four-point suspension ... easily adjustable .. . no springs ... air cooled band. Fixed 
band types also available. 
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d 
c 
1 eee es ee 
Industrial Equipment type 514 flat bottom Industrial Equipment 537 flat bottom riveted Type 72C crucible tongs. Adjustable. 
welded steel ladle bowl. Available in almost steel ladle bowl, f : ; 
any size or thickness. our-point suspension. Claw types 
] also available. 
‘ 
The above Industrial Equipment products, 
along with dozens of other types of bowls, 
) shanks, tongs and ladles, are included in ® 
our latest catalog. Write for your copy. lls 
- 
roll. i 
is rn. 
iad, 4 = EQUIPMENT COMPANY 
LADLES oti BOWLS 


SHANKS TONGS 115 NORTH OHIO ST., MINSTER, OHIO 


1952 


TolemJeltt I} 
NET WEIGHT 





LARGEST 
f = sSELLER 

. = IN THE 

e > «OF eEL 

© CUTS DRYING TIME ® CUTS DOWN DISCARDS = § Ayton . 


e e e e. e e e US, PATENT 1.939. 973 
Full technical service, without obligation, is avail- egy lil 


able to show how you can profit from the use of ) ons A aR ‘ 
MOGUL® Cereal Binder in your production. na viii 





Kordek, the preferred dry 
bond for cores... 


CORN PRODUCTS REFINING COMPANY - 17 BATTERY PLACE, N. Y. 4, N.Y. 


Write Technical Sales Department 





Ma 
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THEATRE 


Sere ee 
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Reel ee 


Booth 1340 


A tour of Europe in 20 minutes . . . via the magic of stereo- 
realism (3-dimension color slides). Take the weight off your 
feet . . . the exhibits off your mind . . . and relax for 20 
minutes. We'll take you to Paris, Stockholm, Milan, Brussels, 
Sorrento and many other world famous spots . . . and inci- 
dentally we'll show you a few slides of Lindberg-Fisher melting 
furnaces in operation. Be sure to drop in for a visit. 


LINDBERG Fills 


A division of Lindberg Engineering Co. 
2450 W. Hubbard St., Chicago 12, Illinois 
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AN OUTSTANDING 
CEMENT For 
Your Non-Ferrous 


Metal-Melting 


Furnaces 


Norton CRYSTOLON* RCLI88 Offers 
Many Money-Saving Advantages 


In CRYSTOLON RC1188 you havea your Norton Repre- co} 


cement developed by Norton especially sentative for Form 863 a 


naces — and ladles — processing non- COMPANY, 302 New 


for lining crucible and reverberatory fur- or write to NORTON =o 
ferrous metals. Bond Street, Worcester © 


A dense, easily workable, coarse grain 6, Massachusetts. 


cement, RC1188 is particularly suitable 
*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries 





for ramming-in linings and for patching, 





and its very high refractoriness with- 


stands temperatures up to 3050° F. WNORTONF 


Adaptable, easy to install and repair, it 





has high “‘green” strength, with long serv- 
ice life assured by excellent resistance to i 
slag, flame and mechanical abrasion, Special REFRA CTORIES 
spalling and cracking. 

GET THE WHOLE STORY Making better products to make other products better 
on CRYSTOLON RC1188 and other Nor- 
ton refractory cements in this illustrated Canadian Representative 


booklet, which includes a selection table A OsP  RIEEN “FUR E. BRICKeC'O..2--btd TORONTO, ONTARIO 
covering the range of applications. Ask 
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THESE totally-enclosed BALDOR motors 


CANNOT BECOME CLOGGED BY 
FOUNDRY DUST, DIRT or GRIT 
THEY PROVIDE CONTINUOUS PRODUCTION 


WITHOUT “TIME OUT” FOR CLEANING 








Streamcooled, round frame, 
1/3 to 3/4 h. p., 1 phase, 
3 phase and direct current. 


Streamcooled face mounted; Single 
phase 1/3 to 7% hp., Three phase 1/3 
to 20 hp., Direct Current 1/3 to 3 hp. 


Arrows indicate the forced air movement over the entire exterior of 
the BALDOR Streamcooled motor frame. 


TIME-PROVEN by years of service, in many industries. Totally 
enclosed motors are NOT NEW with BALDOR..... 
we have been making them for years. 

The reason Baldor totally-enclosed motors are non-clogging is 
simple enough: there is no air jacket or air duct to 
clog, for heat dissipation is accomplished by an outer- 
mounted fan (on the bell end of the motor) which 
sends a stream of forced air over the entire exterior 

Streamcooled, single phase, of the motor (hence the trade name STREAMCOOLED). 

3/4 to 7% h.p. The advantages are obvious: no down-time for cleaning even 
in locations where the air is full of dust, grit, lint, or 
foreign matter. 

Write us for complete FACTORY DATA on our line of totally- 
enclosed motors, built to operate under foundry con- 
ditions. 


BALDOR ELECTRIC COMPANY 


4353 Duncan Avenue : St. Louis 10, Missouri 


Streamcooled, three phase 3/4 to 20 hp. 


BETTER MOTORS 


FOR MORE THAN A QUARTER OF A CENTURY 
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FOR MORE AND BETTER| 
at lower cost than|¢ 
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Coleman Car-Type Core Ovens 


FOUNDRY M: 












OVENS 


R'CORES AND MOLDS 
njany other method... } 


BAKING AND DRYING TIME REDUCED regardless 
of size and shape of cores and molds. 


MOST EFFICIENT HANDLING METHODS for your type 
of work and plant conditions... eliminate delays 
and losses. 


PERFECT CORE BAKING ends manpower and cast- 
ing losses due to make-overs and rejects. 


PERFECT MOLD DRYING for true-to-pattern castings 
and easy cleaning. 


INCREASED PRODUCTION by making the most 
efficient use of skilled and unskilled labor. 


HEAVY DUTY CONSTRUCTION for continuous 
dependable performance, economical operation, 
and minimum maintenance cost. 


GREATEST SAVINGS IN FUEL by using the most 
economical fuel available. 









































SAVE BINDER. Proper core baking atmosphere and 
uniform temperature permit important savings 
in conventional binders. 


USE HIGH SPEED CORE BINDERS. Coleman ovens have 
uniform temperature and accurate control to handle 
temperature-sensitive resins and pre-baked oils. 


50 YEARS OF FOUNDRY OVEN SPECIALIZATION 
IN EVERY COLEMAN OVEN 


* 


A COMPLETE RANGE OF TYPES: 


COLEMAN OVENS are built in a complete range of sizes 
and capacities for every core-baking and mold drying 
requirement: Tower Ovens, Horizontal Conveyor Ovens, 
Car-Type Ovens, Transrack Ovens, Rolling Drawer Ovens, 
Portable Core Ovens, Portable Mold Dryers, etc. 














Write for Bulletin 48 


THE FOUNDRY EQUIPMENT CO. 


i831 COLUMBUS ROAD CLEVELAND 13, OHIO 
WORLD’S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 
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ADAMS CHERRY SNAP FLASK ADAMS CHERRY 
Straight or Tapered EASY-OFF FLASK 












ADAMS ALUMINUM 
EASY-OFF FLASK 








ADAMS JACKETS ADAMS STEEL JACKET! 


Cast Iron or Aluminum | 


Beast Foundry Efficiency Wi 
ADAMS riask Equipment 


VISIT OUR BOOTH 164feE 


THE ADAMS 


_ DUBUQUE 





4 
5 
‘ 
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MOLDING 


FOUNDRY § 











KET| 


With 





ADAMS MOLDING MACHINES 


6HEE OUR COMPLETE LINE 


OMPANY 


EQUIPMENT . |... Established 1883 














It Saves Power Costs At Every Load 


When Lynchburg Foundry Co. wanted additional com- 
pressed air capacity . . . more than its Worthington Y- 
type compressor could handle . . . a Worthington DC-2 
was chosen. 

With this duplex compressor, Lynchburg gets lowest- 
cost compressed air and longest compressor life. 


LESS DEMAND ON MOTOR WHEN 
A, THERE’S LESS DEMAND FOR AIR 


Five-step capacity control permits 
matching the pumping rate to the varying 
amounts of air required. This reduces 
power consumption at partial load. 

Worthington’s five-step capacity con- 
trol governor is exceptionally sensitive 
because it performs only pilot duty. The 

actual unloading is done electrically and pneumatically. 
But the pumping rate is continuously under the control 
of the governor. With decrease or increase in demand, 


*Reg. U.S. Pat. Off. 


Y-TYPES | BALANCED ANGLE 


HORIZONTAL 


the governor causes the compressor to unload or reload 
in sequence. 

Worthington’s by-pass control also reduces operating 
temperatures, eliminating valve difficulties from carbon 
deposits, improving lubrication, and reducing cylinder 
wear. 

Other features include Worthington’s famous Feather* 
Valve (lightest, tightest, most efficient ever made) . . . 
and a high-efficiency intercooler which needs less water, 
less power, less attention. 

For more proof there’s more worth in Worthington, write 
for Bulletin L-675-B1B to Worthington Pump and Ma- 
chinery Corporation, Compressor Division, Buffalo 5, 


New York. 


WORTHINGTON 


——— PN ea 
SS b Ls 
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PORTABLE RADIAL GAS ENGINE COMPRESSORS 


FOUNDRY 








Triple Service 


Goodyear Conveyor Cuts Belt Cost $413—while handling 
almost three times the tonnage of the previous belt 


Ordinary 5-ply conveyors handling hot sinter recommended a 3-ply Goodyear Style 6740 
at 200°-300° EF failed in three months or less “Hot” Belt. It outlasted any other belt ever 
because of heat, caustic attack on the belt and tried—served almost 9 months—handled 68,750 
small drive pulleys. The best record was 23,545 —_ tons of material. This thinner belt gave closer 
tons before failure on the top cover. control on the weighing device measuring out 
sinter as well—saved an estimated $413.44 


Then the G.T. M.—Goodyear Technical Man— ($6.08 per M tons) on belt costs alone! 


























GOODYEAR INDUSTRIAL RUBBER PRODUCTS 
@)-Specified CONVEYOR BELT 
HANDLING HOT SINTER 


HOPPER 


EAM 
fy SCALE 8 10"DIA. DRIVEN PULLEY 
32” FACE 





standard of quality, phone your nearest 
Goodyear Industrial Rubber Products Dis- 
tributor. Look for him in the yellow pages 
of your Telephone Directory. 


|GOODFYEAR 


THE GREATEST NAME IN RUBBER 


We think you'll like "THE GREATEST STORY EVER TOLD”— Every Sunday — ABC Network 


| 


i FOR HOSE, FLAT BELTS, V-BELTS, MOLDED 
IRD 10" DIA. DRIVE PULLEY GOODS, PACKING, TANK LINING, RUBBER- 
' 32° FACE 21! fe COVERED ROLLS built to the world’s highest 
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X-RAY UNIT 22,000,000 VOLT 


ALLIS-CHALMERS 
BETATRON 





5 TO 50 KV X-RAY DIFFRACTION UNIT 150 KV MOBILE X-RAY UNIT 
INSPECTION UNIT 









RAYPROOF 
RADIOGRAPHIC 
CABINET 


RAYPROOF X-RAY 
INSPECTION CABINET 












DARKROOM 
EQUIPMENT 























X-RAY FILMS, CHEMICALS, 
CASSETTES, EXPOSURE HOLDERS | ACCESSORIES, SUNDRIES LAYOUT PLANNING 


it has to do with 


Picker specializes in x-ray, and x-ray only, covering the field like a blanket. What- 














ever you need, we've got... from a simple lead letter to a 22,000,000 volt betatron. 
To serve you, there are sales offices and s@rvice depots in all principal cities, staffed oe 
by skilled engineers prepared to cope wth any x-ray problem promptly and with 
understanding. If you are now using x-rdy, or are wondering whether you should, 
you can depend on Picker for objectiveftechnical counsel and efficient handling. pa 
Buick 
PICKER X-RAY CORPORATION } 25 S. Broadway, White Plains, N.Y. a Ge 
SALES OFFICES AND SERVICE DEPOTS IN |PRINCIPAL CITIES OF U.S.A. AND CANADA = 
“Electr 
Ford 
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i] #_ VERTICAL CORE OVENS 
ie 


j ® 
Fe 
Fig. 1 
NEW METHOD with heat fan Section showing conveyor travel 
inside oven. thru pass, heating, cooling and 
exhaust system. 


Vertical Ovens (Figs. 1 and 2) are by Carl-Mayer, using the uni- 
versally adopted recirculating heating system with sealed com- 


bustion chamber located between the conveyor chains. Patent 
No. 2,257,180 


EXCLUSIVE HEATING SYSTEM 
pays off several ways! 


@ Saves platform space. 





@ Eliminates external heat duct, re- 
ducing heat losses. 


Placing heat fan in oven also re- 
HEAT duces heat losses, resulting in high 
operating efficiency. 


FAN By eliminating external heat duct 
and fan insulation, it reduces in- 
INSIDE stallation cost. 


OF There is no smoke as from external 


heat ducts. 
OVEN 


Oven appearance is greatly im- 
proved. 





THIS IS BUT ONE OF THE REASONS WHY 
CARL-MAYER VERTICAL OVENS ARE THE 
CHOICE OF LEADING FOUNDRIES. 


Other important features contribute to faster 
baking, lower fuel consumption, smaller core 
losses, safer operation, elimination of smoke, 
cooled cores at unloading position and re- 
duced labor cost. 


Write for Bulletins No. 141 and 350 





Recent installation of Carl-Mayer Vertical Core Oven with combination gas and 


oil fired recirculating heating system, at G. & C. Foundry Co., Sandusky, Ohio ALL TYPES OF CORE MOLD OVENS 
, 





° 
A few of our Vertical Oven Customers: Also other types of Industrial Ovens and Furnaces 
Aluminum Co. of America General Steel Castings Co. 
~—_ Motor Div. of Ingersoll Steel & Disc Div. 7) ee 
a cea, tip nage guy Borg-Warner Corp. 
oc Motor Div. o . ’ 

Genc ral Motors Corp. Richmond Radiator Co. THE CARL- MAYER CORPORATION 

Electric Autolite Co. H. B. Salter Co. : L HIO 
py Ford Motor Co. Union Brass & Metal Mfg. Co. 3030 Euclid Ave., CLEVELAND, O 


cremont Foundry Co. West Michigan Steel Castings Co. Backed by reputation and over 30 years’ Experience 
» & C. Foundry Co. A. C. Williams Co. 








SEE SCHNEIBLE MULTI-WASH 


ON DISPLAY AT 
THE INTERNATIONAL FOUNDRY EXHIBIT 
BOOTHS 1254 aad 1353 


LATEST ADVANCEMENTS IN 
DUST AND SMOKE CONTROL 
FOR ALL FOUNDRY OPERATIONS 


The Schneible Dust Collector display will be of interest to all 


















foundry men. You'll see the principle of the Multi-Wash Collector 
demonstrated in actual operation through a transparent plastic shell 


and note the efficiency and the simplicity of construction. 


You'll see a translite exhibit of the latest Schneible applications to 


many foundry operations. 


You'll learn how the Schneible Multi-Wash System of Dust and 
Smoke control can clear up the atmosphere both inside and out for 


more production and better employee and civic cooperation. 


Be sure to get the answers to your contamination control problems 


from Schneible at the show! 


CLAUDE B. SCHNEIBLE COMPANY 
P. O. Box 81 — North End Station —_ Detroit 2, Michigan 


PRODUCTS: 


Multi-Wash Collectors * Uni-Flo Standard Hoods ~*~ Uni-Flo 
Compensating Hoods ” Uni-Flo Fractionating Hoods * Water 
Curtain Cupola Collectors * Ductwork ~*~ Velocitrap - Dust 
Separators °* Entrainment Separators ‘ Settling and 


MANUFACTURERS ¢ ENGINEERS © CONTRACTORS Dewatering Tanks ° ‘Wear Proof’ Centrifugal Slurry Pumps 
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INVENTORY CONTROL: Recent changes in NPA 
regulations governing the size of consumers’ in- 
ventories affect pig iron and gray and malleable 
iron castings. Inventory limitation on these items 
has been raised to 60-days’ supply or a practic- 
able minimum working inventory, whichever is 
less. Cast iron pressure pipe and fittings have 
been added to the list of materials subject to a 
practicable minimum working inventory limita- 
tion. 


STEEL FOUNDRY EXPANSION: NPA recently 
told representatives of the steel castings industry 
that mobilization plans require a greater tonnage 
of castings than existing capacity can produce. 
A task group from members of the heavy steel 
castings industry is being appointed to explore 
the whole field of capacity, possible expansion, 
and methods of breaking bottlenecks to assure 
production and delivery of the most essential 
foundry products. Industry representatives have 
made it clear that further expansion of foundry 
facilities to make the larger castings can be 
carried out only with government funds. 


FOUNDRY SURVEY: Copper Division of NPA is 
planning to conduct a nation-wide survey of 
brass and bronze foundry facilities. It would be 
similar to one made during World War II. The 





information, showing facilities by type and size 
of castings, type of material, equipment and per- 
sonnel employed, would be made available to 
various government agencies, principally for use 
by the military branches and in considering ap- 
plications for tax amortization certificates cover- 
ing new facilities. 


WOULD FREE ZINC: Primary zinc producers have 
asked NPA to revoke the order controlling alloca- 
tion and use of the metal. This year’s supply 
of primary and secondary zinc is placed at 969,- 
000 tons, against estimated consumption of 933,- 
000 tons. Heavier receipts from Mexico have 
boosted anticipated 1952 imports from 88,000 tons 
to 115,000 tons. 


DRAB DRESS: Metalworking machines henceforth 
will be less dressy. To save labor machinery 
builders have been directed by NPA to use not 
more than one coat of primer or sealer, not more 
than two coats of paint, lacquer or enamel, and 
no filler except for spot filling of bad cavities. 








CAR BUILDERS BUSY: Although freight ca 
builders delivered 8159 new cars in March, 
against 7358 in February and 7011 a year ago, 
backlogs Apr. 1 totaled 115,854. March orders 
were for 5619 cars. 


POINT 4: The State Department's Technical Co- 
operation Administration is sending 31 more 
) technicians and administrative personnel on over- 
seas assignments under the Point 4 Program. 
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Late Foundry News 


APRIL 18, 1952 


Nineteen will go to Latin America, ten to the 
Near East and South Asia, and two to Africa. 
While most of the group will specialize in agri- 
culture, public health, education, housing, etc., 
five will work on industrialization. The latter 
includes Edwin W. Doe, author of the new book, 
Foundry Work, who will be concerned with found- 
ry management and operation in Brazil. 


NEW PRIORITY: To clear up bottlenecks in de- 
liveries of component parts for military, atomic 
energy and machine tool projects NPA has 
created a new priority rating called B-5. Prime 
contractors on these top defense items may pass 
the rating down to subcontractors. Starting May 
1 prime contractors may pass on the rating for 
authorized controlled materials. The B-5 priority 
is expected to continue in effect should CMP be 
dropped—an event regarded as not unlikely by 
this year-end. 


HALF WAY THERE: Slightly over half of the fa- 
cilities expansion program for defense produc- 
tion was in place as of Apr. 1, according to the 
Defense Production Administration. By the end 
of 1953 the program is expected to be 94 per cent 
completed. These figures are based on reports 
from nearly 5000 recipients of certificates of 
necessity issued as of Dec. 31, 195]. As of Feb. 25 
DPA had approved 7188 applications for rapid 
tax write-off, representing a total proposed in- 
vestment of more than $142 billion. This in- 
cluded $31,474,000 for steel foundries, $23,463,000 
for gray iron foundries, $11,505,000 for malleable 
iron foundries and $9,243,000 for nonferrous found- 
ries. 


FOUNDRY EXPANSION: Foundries on recent 
lists of approved certificates of necessity, and 
amounts certified, are: Eastern Malleable Iron 
Co., Naugatuck, Conn., $110,000; Unitcast Corp., 
Toledo, O., $459,000; Buffalo Brake Beam Co., 
Buffalo, $106,335; Pelton Steel Casting Co., Mil- 
waukee, $127,800; Boston Electro Steel Casting 
Inc., Boston, $52,150; United States Steel Co., Brad- 
dock, Pa., (ingot molds), $4,397,000; Wheland Co., 
Chattanooga, Tenn., $750,000; Memphis Casting 
Works Inc., Memphis, Tenn., $28,568; James H. 
Beans Foundry Co., Martins Ferry, O., $96,500; 
Consolidated Iron-Steel Mfg. Co., Cleveland, $123,- 
950; Brown Industries Inc., Sandusky, O., $68,352; 
Bonney-Floyd Ca., Columbus, O., $25,828; Mid- 
west Foundry Co., Coldwater, Mich., $75,000; Chi- 
cago Steel Foundry Co., Chicago, $126,500; Bige- 
low-Liptak Corp., Marshalltown, Iowa, $66,500; 
Alloy Steel & Metals Co., Los Angeles, $100,500. 
Union Mfg. Co., New Britain, Conn., $286,519; 
American Light Alloys Inc., Little Falls, N. J., 
$93,419; Superior Foundry Inc., Cleveland, $47,240; 
Youngstown Foundry & Machine Co., Youngs- 
town, O., $226,422; U. S. Steel Co., Canton, O., 
$191,000; Standard Foundry Co., Racine, Wis., 
$270,524; Zenith Foundry Co., West Allis, Wis., 
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$67,607; Peoria Malleable Castings Co., Peoria, 
Ill., $455,074; Brillion Iron Works Inc., Brillion, 
Wis., $267,360; Terre Haute Malleable & Mfg. Co., 
Terre Haute, Ind., $82,000; Belle City Malleable 
Iron Co., Racine, Wis., $130,471; Paxton-Mitchell 
Co., Omaha, Nebr., $67,486; Gra-Iron Foundry 
Corp., Marshalltown, Iowa, $52,845; Standard 
Brake Shoe & Foundry Co., Pine Bluff, Ark., $107,- 


000. 


PERSONALS: John M. Price, chairman, Ferro Ma- 
chine & Foundry Inc., Cleveland, is expected to 
be appointed shortly to the post of chief of the 
Castings Section, Office of Price Stabilization, 
Washington ... C. G. Hawley, Jeffrey Mfg. Co., 
Columbus, O., has been made chief of the Con- 
veyor Section, Materials Handling Equipment 
Branch, NPA. Robert W. Scott, formerly with 
Hyster Co., Portland, Oreg., has been named chief 
of the Materials Handling Equipment Branch, 
succeeding J. H. Peritz, who has joined Clark 
Equipment Co., Battle Creek, Mich. . Swan 
Bergstrom, for the last six months director of the 
Metalworking Equipment Division, NPA, is re- 
turning to Cincinnati Milling Machine Co., of 
which he is vice president. He is succeeded at 
Washington by Ralph S. Howe, vice president, 
New Britain Machine Co., New Britain, Conn. . 

A. M. Ondreyco, recently plant manager, Vulcan 
Foundry Co., Oakland, Calif., and a national AFS 
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FOUNDRY METALS AND COKE 


e 
FOUNDRY COKE = PIG IRON : NONFERROUS INGOT 
. 
(Per net ton, f.o.b. ovens) - (Per gross ton, f.o.b, furnace) : BRASS AND BRONZE: 85-5-5-5 
BEEHIVE = No. 2 Foundry Malleable = ——27.25¢; 88-10-2—40.00c; 80-10- 
Connellsville $17.00-18.00 s Bethlehem, $54.50 $55.00 $ 10 — 33.00c; No, 1 yellow — 
ee a ee 18.88 1B BB.Rbe 
OVEN ° Buffalo 52.50 53.00 ¢ ALUMINUM: 99 per cent plus 
Birmingham $20.30 ° Chicago 52.50 52.50 4 peeney ingots £8, 000. Secondary 
‘aueeae vs 23:00 Cleveland 52.50 52.50 s No. 13 alloy 19.50c Deoxidizing 
Detroit 24.00 = Everett, Mass 57.50 58.00 . grades: No, 1 18.80c; No, 4 
Erie, Pa ese = =: Fontana, Calif 58.54 ° 18.20¢ 
aenaneie 2275 4» Geneva, Utah 52.50 s MAGNESIUM: 99.8 per cent 
Kearney, N. J 22.75 - Granite City, I. 54.54 4.90 : standard ingots 24.50c, f.o.b 
tiene = 4 . Lone Star, Tex 48.50 48.50 . Freeport, Tex. 
unesentie 2 790 «8 Neville Island (Pittsburgh) 52..5( 2.50 5 COPPER: Electrolytic 24.50c, 
Neville Island n . Steelton, Pa 54.5 5.00 “4 Connecticut valley; Lake 
Pl incon sg a 44 : ihc Pa win 4 7 00 - 24.614%4c, delivered, 
St. Louis (delivered 25.40 - roe Mieg ; ski ay ae *s ZINC: High grade 20.85c, de- 
Swedeland, Pa 22.60 « Troy, N. ¥ 54.51 19. OO =< livered, Die casting alloy 23.65c- 
Terre Haute, Ind 22.50 8 Youngstown, O 52.50 52.50 n 24.25c, delivered. 
7 


IRON AND STEEL SCRAP (Ceiling prices per gross ton as established by the Office of Price Stabilizatior 
*No. 1 Cast ** Steel, Punchings, Cast Lron CAST IRON SCRAP 
Bandles Steel 2 ft & less Plate Scrap Briquets . aides . 
Birminghar $39.00 $44. $39.00 $41.50 $39. 0( No. 1 cupola cast : $49.00 
Buffalo 43.00 415.00 43.00 45.50 13. Of Heavy breakable cast : 45.00 
Chicago 42 47.54 42.50 45.00 42.54 Burnt cast iron .... 41.00 
Cincinnat £3.00 £5. yor pe pepe en Cast iron brake shoes 41.00 
Cleveland 43.0 45.00 43.00 15.50 43. 0( Stove plate 46.00 
Detroit 41.1 46.1! $1.15 43.6 11.1 Clean auto cast 52.00 
Eastern } 12 A/.ol 42 nt £0 : i . Unstripped motor blocks .. 43.00 
Los Angeles 35.00 10.00 30.00 37.50 30.0 Iron wheels, No, 1 47.0 
- Sy, 4 . ° 4 .vU 
Pittsburgh 44.00 19.00 14.00 416.50 14.01 Malleable 5.00 
on Fran ( 9.00 35.00 37.54 35.0 ema ceaee 5s eee 
San Francis 5. 39. ( 5. Of 37.50 eine Drop broken machinery cast 52.04 
St. Louis $1.06 $6.00 41.00 43.50 41.04 : 
Seattle 35.00 10.00 35.00 37.50 35. 00 7 
Above ceiling prices per gross 

Above delivered prices are c¢ g levels at basing points indicated. * Applies ton, are f.0.b. shipping point. Add 

dealer d industrial r N 1 and No. 2 heavy melting steel are $1 less transportation charges to obtain de 
No, 1 ‘ e@ay $2 higher. **$2 higher if 1 ft or under vered prices at any foundry 


director, has joined the Metals Division of Gen- 
eral Metals Corp., Oakland. 


APPRENTICE DEFERMENT: There is a better 
chance than during the last war that apprentices 
will be deferred by Selective Service. According 
to W. F. Patterson, director, Bureau of Apprentice- 
ship, Department of Labor, a proposal for such 
deferment has been agreed upon by most gov- 
ernment agencies having manpower and defense 
functions. The principle is similar to that under- 
lying the college student deferment regulations. 


MISCELLANY: General Metals Corp. is building 
a new $5 million plant for the production of heavy 
steel castings. The building will adjoin the com- 
pany’s existing steel foundry in Oakland, Calif. 
. . . A Senate bill would transfer ownership of 
the government magnesium foundry at Teterboro, 
N. J., to the Navy .. . Mystic blast furnace, Ever- 
ett, Mass., closed for repairs in March, is expected 
to resume production early in May .. . Opposition 
of the city has killed a proposal by National 
Malleable & Steel Castings Co. to build a steel 
foundry at La Habra, Calif... . Nonferrous cast- 
ings shipments jumped in January but trailed 
figures for a year ago. Brass and bronze total 
was 89,616,000 lb, aluminum 46,424,000 lb, mag- 
nesium 3,569,000 lb. 


(As of Apr. 18, 1952) 
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A complete report on Timken’'s 
use of ‘‘PAYLOADERS”’ for bulk 
material handling is found in 
Vol. 1, No. 3 of INDUSTRIAL 
HANDLING. Copy of this is 
available for the writing. Liter- 
ature on any of the “PAY- 
LOADER" models is also avail- 
able, without obligation: the 12 
cu. ft. Model HA, the 15 cu. ft. 
Model HAH, the 1/2 yd. HE, the 
¥%, yd. HF, the 11, yd. HY or the 
big 4-wheel drive Model HM. 


SAY “MUFF 


lashes 
nloading 


At Timken Roller Bearing Company,* three men, with hand shovels and 
wheelbarrows, used to work hard for 20 hours to unload a 50 ton car of heavy 
lump ferromanganese. Now, one man on the “PAYLOADER” tractor-shovel 
does the job easily in 5 hours — so that unloading time is reduced 75% and 
manhours are reduced 91%. This is only one example in hundreds where 
the “PAYLOADER” has effected amazing savings in time, labor, and costs 
... in loading, unloading, transporting, piling, spreading, and dumping all 
kinds of bulk materials. 

This distinctive tractor-shovel is completely Hough-built expressly for 
tractor-shovel work, with superior features that insure more production and 
satisfaction — such advantages as several speeds in BOTH directions, and 
large pneumatic tires that work on ground or floors. If you have bulk mate- 
rial handling problems “PAYLOADERS” can probably help you solve them. 
The Frank G. Hough Co., 703 Sunnyside Ave., Libertyville, Illinois. 


OADE 


IGH CO. + Since 192. 
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SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES 
6225 TACONY STREET © PHILADELPHIA 35, PENNA. 


Export Department, 765 Drexel Bldg., Phila. 6, Pa. 
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exclusive features make it dollar- 


for=-dollar your best rollover buy: 


COMPLETELY 
PORTABLE 


NEW JARRING 
END 


ABSOLUTELY 
} ole Gad 43 


PLATE-LOCKING 
DEVICE 


| QUICK CHANGE- 
| OVER PLATE 


DOUBLE CLAMPS 


INTERNAL 
JARRING VALVE 





you can have up to a 1,000-Ib.\ capacity work-horse 


completely on wheels to roll where you need it. 


redesigned to give a whole new standard of blow-by- 
blow effectiveness. 


shatters production records, not floor beams. 


stops bad molds and excessive wear dead in 


their tracks. 


gives super-speed adjust- 
mént for varying work. 


air-operated clamping 
at its speediest. 


air isn’t free; this 


valve design saves it. 
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TEMPERATURE CONTROL 


FURNACE 
PRODUCT 
PRODUCTION 


Need to get more work out of your furnaces 
and ovens? The pyrometer that fits the heating 
equipment, the product and the production need 
can do a great deal to turn out more tonnage, 
and also more that meets specifications. 

Two Types of Control 

The secret of successful automatic control is 
very simple; just turn the heat up and down in 
the particular way the furnace and product pre- 
fer. And there are only two general ways: On- 
Off Control, and Three-Function Control. 


On-Off Control Can't “Think”’ 

On-Off Control turns the fuel all the way up 
when temperature drops to a predetermined low 
point; turns it all the way down again at the 
specified high point. Temperature will of course 
undershoot and overshoot; when cycling is inside 
bounds, this simple control is very popular. 
Three-Function Control Can “Think’’ 

Instead of turning fuel up and down at preset 
limits, three-function control in effect, keeps look- 
ing at temperature trends. If they are trying to 


LEEDS 





“4 16 18 2 


Cot a CQUAES 








get out of hand, the Controller heads them off. 
This “thinking” is done in three ways: 


1. Fuel is turned up and down in proportion 
to the furnace’s heat change. (Function one) 


2. If the furnace doesn’t respond when the 
fuel is changed, the instrument waits a little— 
moves the valve again—keeps this up until the 
furnace does respond. (Function two) 


3. If the temperature jumps, as when a heated 
charge is removed or a fresh charge put into a 
furnace, the speed of the resulting change can be 
considered by the Controller. (Function three ) 


User Tunes the Control 

By turning dials on the control pyrometer, the 
user tunes the three functions to the process: he 
simply uses his common sense and experience. 
A big benefit is thus: that every furnace control 
can be tuned by the best-qualified man in the 
plant. 

Further information on request; contact nearest 
L&N office or 4917 Stenton Ave., Phila. 44, Pa. 


NORTHRUP 
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“FOUNDROMATIC’ 
SHAKEOUTS 


PRODUCTION WAS SPEEDED 96-FOLD at this mid- 
western steel foundry when the Foundromatic shakeout 
shown was installed! Crane bases are cored out complete- 





Heavy body of structural and plate steel is completely , . : 
stress relieved before machining. Heavy cast steel snubbers ly in about five minutes... as compared with an average 


keep body centered on durable coil support springs even of eight hours required with manual labor. 


if side loaded. Pivoted motor base design, coordinated 


with Famene diten, continue wecbiadies enmetion, The Foundromatic shakeout, an exclusive and field-proven 


Allis-Chalmers design, will also radically reduce your foundry 
shakeout and core knockout time. You'll get increased output for 
these three reasons: 


Slash Knockout fT) FASTER SHAKING OUT. Heavy body construction, with 
i % decks of 11 to2 in. platesteel, gives more“ punch” to full load operation. 


@ MORE FLOOR SPACE. Shakeout can break up molds as soon 
TI me ] as castings are cool, leaving floor area free for re-use. 

8 s UNINTERRUPTED OPERATION. Rugged two-bearing vibrat- 

ing mechanism has oversize bearings carrying only eccentric shaft force. 


And there is no record of shafts or support springs ever breaking. 


Get the full story on Foundromatic shakeouts, their proven construction 
features, and how they can benefit your foundry operations. Single units built 


in capacities from one to 25 tons . . . multiple units available to over 100 tons. 
Call your nearest A-C office or write to Allis-Chalmers, Milwaukee 1, Wisconsin 
for Bulletins 07B7532 and 07B6365A. A-3612 


ALLIS-CHALMERS 


Foundromatic, Texrope and Regulex are Allis-Chalmers trademarks. 


—— 
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This x-ray unit cuts time per radiograph 


FROM 8 HOURS TO 6 MINUTES 





Fast 


low-cost inspection of pressure vessels results from the greater 






penetrating power of the GE Resotron 2000 (2,000,000-volt) x-ray unit. 


Only General Electric offers a complete line of apparatus 


for high-voltage radiography 


The success of General Electric high-voltage appa- 
ratus is based on more than its ability to cut costs 
and increase production. It’s based on the built-in 
dependability and long life of each individual piece 
of equipment. Your assurance of day-in-day-out 
low-cost operation. 

It’s also based on a complete line of equipment. 
No matter what your inspection requirements may 
be, General Electric can give you the ove unit that 
does the job dest .. . at the lowest cost. 

And, finally, it’s based on the nation-wide 
General Electric service organization. Each man is 


factory-trained and equipped to keep your installa- 
tion at top efficiency. 

These are facts. Facts you will want to know 
before purchasing x-ray equipment for your plant. 
For full information, write X-Ray Department, 
General Electric Company, Milwaukee 14, Wiscon- 
sin, Dept. YY-S. 


You can put your confidence in 


GENERAL @@ ELECTRIC 
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IT’S IMPORTANT 


To SAVE MAN HOURS 
REDUCE PRODUCTION COSTS 
INCREASE EFFICIENCY 
That’s Why It Will Pay You to Investigate 


AIR COMPRESSORS 
AIR-OPERATED 
CYLINDERS & HOISTS 


Vertical 

Air Hoists 
for Low Cost 
Lifting or Lowering 
A of Materials 

or Machines 









Tank Mounted 
Up to 15 H.P, 


Inclusive— 
i Air Cooled 








Water-Cooled Compressor, 
Up to 50 H.P. Fully Enclosed 
@ Dust and Dirt Proof 
@ Carbon Free Valves 
@ Timken Bearings 








Horizontal 
Air Cylinders for almost 
any Pushing, Pulling or 
Hoisting Operation 


me ee eee 
CURTIS PNEUMATIC MACHINERY DIVISION 


I-51-1R 





of Curtis Manufacturing Company 
j 1922 Kienlen Ave., St. Louis 20, Mo. ‘ 
Curtis equipment has 1 am interested in items checked below: 
stood the test of time, [_] AIR HOISTS 
because it is precision j Stroke? Capacity? NOIRE 6 oc isedcccccctncccescrsetueveseeseace j 
made from top quality [|] AIR CYLINDERS iticvisctiiecensiidaniaen aia 
raw materials with 98 i Stroke? (_] Capacity? j 
years of “know how.” [_] AIR COMPRESSORS DR ictictsevicesesnenniseninnneanee 
Capacity? |_| Pressure? [_] 
Current? [_] CHPes cccsivedsasas yO eee Gis on wes 
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You Can Increase No 








High speed photograph of stream from 
new iron nozzle — note that stream con- 
centration and abrasive velocity and 
volume are fair. 








Stream from the same nozzle after three 
hours with silica sand. Outlet opening 
worn to twice original size — stream 
concentration poor, abrasive velocity and 
volume low. 














Stream from Norbide Nozzle after 404 
hours with sand — outlet diameter worn 
only 0.032’’—hundreds of hours of useful 
life remain—marked stream concentra- 
tion—high abrasive velocity and volume. 










NORTON WEAR-RESISTANT PRODUCTS NC 
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IF YOU ARE LOOKING FOR longer nozzle life and 
more service per dollar cost — then it will pay you to 
examine the performance of NORBIDE* Nozzles — the 
most wear-resistant nozzles ever made. 


IF YOU WANT to decrease air consumption as much 
as 20% (over cast iron nozzles) — 


IF YOU WANT to improve blast cleaning efficiency by 
using nozzles that maintain stream contour and abrasive 
velocity for a long period of service — 


IF YOU WANT to do away with costly, time-consuming 
“down-time” brought about by short nozzle life — 


THEN INQUIRE TODAY about long-lived NORBIDE 
Nozzles, made of Norton Boron Carbide — “the hardest 
material made by man”. Write for informative bulletin 
and price list No. 543-F. 


NORTON COMPANY, Worcester 6, Mass. 


*Trade-mark Reg. U. S. Pat. Off. 





NORTON COMPANY - WORCESTER 6, MASS. 

















WEDGES CMD WOOD FLOOR FLASKS 
Hard or soft wood All sizes and shapes 














CMD WOOD BOTTOM BOARDS 


All sizes and shapes 





CMD TYPE F 
CHIPPING HAMMER 
Metal handle. Head has 
2 chisels at right angles 








CMD NON-WARP, NON-BURN CMD DUAL-PURPOSE 
SLIP JACKETS CORE TRAYS 
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CMD TYPE A CMD TYPE C 





CHIPPING CHIPPING 
HAMMER HAMMER 
Combination drift For general 

and chisel hand chipping 



























TEXTITE AIR 
SEPARATOR 


Cools, cleans 
and dries the 
air in one. op- 
eration. No 
moving parts. 
Saves air tools. 
Nothing to re- 
place. 





+ + 














CMD PNEUMATIC CMD PNEUMATIC 
CORE BARROWS CORE TRUCKS 
With single wheel or two wheels. Minimize core chafing 
(as shown here) and breakage 
| 





CHICAGO MANUFACTURING 
& DISTRIBUTING COMPANY | 





1928 WEST 46th STREET CHICAGO 9, ILLINOIS © 
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TRU-STEEL 


No. 230 Mag. 10x 
AFTER 1500 PASSES 


CHILLED IRON 


No. 230 Mag. 10x 
AAFTER 1500 PASSES 
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| WHEN OTHER ABRASIVE STARTS TO CRUMBLE 


TRU-STEEL SHOT 1s stit rounp aNnp soup 


It’s sad but true. When abrasive starts to crumble, it loses its cleaning 





efficiency. Through annealing, drawing and other processes, the life of some 
iron abrasives has been increased so they can be sold as premium abrasives. How- 
: ever, a true steel shot is the only abrasive that NEVER SHATTERS. That’s why 
Tru-Steel Shot lasts longer. It is made of high carbon steel that has received a 
FULL heat treatment . . . the kind of steel that has proved its stamina in parts 
like bearings, hammer heads, etc. 
Tru-Steel maintains its size and shape longer instead of breaking into the 
millions of sharp pieces that abrade the wearable parts of your cleaning ma- 
chine. As a result, you not only have less abrasive to buy, but you also 


make large savings in replacement parts and maintenance labor. Send 


ee = 
1 yall ig 


4A Z 


for a trial order of Tru-Steel Shot today. 











id 
4 os 
4 — WHEELABRATOR & EQUIPMENT CORP. 
Bulletin 59-A shows where the 505 S. Byrkit St., Mishawaka 2, Ind. 
average cleaning dollar is spent 
) and how savings can be made. 


Send for your copy today. 
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"OH 
MY ACHIN’ BACK” 


at § Per Day Per Back 





Cut Non-Productive Time 
with Ajax Lo-Veyors 


One of your few remaining ways to pare down your 
rising costs is to cut your materials 
handling costs. Today, more than ever before, 
non-productive time and overhead 
is of vital concern. 

Ajax Lo-Veyors are helping foundrymen speed up 
sand handling between departments, 
between machines and between operations. 
Ajax Lo-Veyors provide 
automatic, trouble-free handling, 
scalping, and separation of sand, sprues, core 
wires and other foundry materials. 
Write for facts on the 
advantages of Ajax Vibrating Conveyors. 











SEE AJAX LO-VEYORS 
IN OPERATION 
AT THE SHOW IN 
~ Ww ATLANTIC CITY 
ateraa tional "z BOOTH 1547 


FOUNDRY 
CONGRESS 
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With a background of more than thirty years in developing and manufac- 
turing phenolic materials, Durez has conducted a program of research and 
experimentation aimed at making the shell mold process of maximum prac- 
tical value in standard foundry operations. This program has produced out- 
standing developments, and particularly a new phenolic powdered resin and 
an efficient wetting agent that are extremely successful in this process. 
By using these to make the mix you can produce shell molds with advan- 
tages which include — 


1. High strength at pouring temperatures 

2. Minimum curing cycle 

3. Perfect reproduction of pattern detail MOLDING COMPOUNDS 

4. Less dust during mixing 

om ; PHENOLIC INDUSTRIAL RESINS 
In addition, Durez engineers can help you to — RESINS 


1. Utilize your present patterns and plates PROTECTIVE COATING RESINS 
2. Eliminate surface roughness from castings 

3. Remove shell molds of deep draw from patterns without difficulty 
4. Eliminate warpage in shell molds 





PHENOLIC RESINS THAT FIT THE JOB 


Why not let us help you to profit by the numerous economies of the new 
process in adapting it to your regular foundry jobs ? Your inquiry will receive 
the prompt attention of our engineering staff. 







_—_— what DUREZ has to offer 1005 Walck Road, North Tonawanda, N.Y. 
TERNATIONAL FOU N D RY Send me information on the shell molding process. 
CONGRESS AND SHOW 
BOOTH 230... ATLANTIC CITY...MAY 1-7 IR - Company - ~_ —e 
or send us this coupon —————> OO 
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Long-life, easily replace- 
able, live rubber corner 
inserts completely close 
the corner gaps so that 
no sand can lodge in the 
open corners. No springs 
to break or lose their re- 
siliency. 


This great development 
in flasks also embodies 
all the many advantages 
of Fremont’'s popular 
standard magnesium slip 
flasks, being lighter in 
weight, thus easier to 
handle and assuring 
longer service, more ex- 
acting work. 


THE FREMONT FLASK COMPANY 


FREMONT, OHIO 
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All the important thoroughbreds of today can be traced back 
to three famous horses, Matchem, Herod and Eclipse, 
produced in England from 1748 to 1764. 
Outstanding blood strains have been developed 
in this country, too. The three most prominent American 
male lines, known as the Domino, Ben Brush 
and Fair Play lines, date back to Civil War times. 
Descendants of these stallions include such well-known horses 
as Man o’ War, Blue Larkspur, 
Equipoise, Discovery, Rosemont, 
Sea Biscuit, Shut Out, 
Alsab and War Admiral. 
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If there is one animal that denotes quality, it’s the thoroughbred 
horse. His beautiful, intelligent head and splendid conformation 
are unmistakable evidence of royal breeding. He is the matchless 


embodiment of speed, stamina and courage. 





Among foundrymen, HINEs FLAsks are synonymous with quality. 
The way they’re made and the way they perform puts them out in 
front of all others—stamps them as true thoroughbreds. If you 
want flasks of matchless guality—choose HINES FLASKS, every 
time. You can be sure they’ll give you better service and longer 


life than any flasks you’ve ever used. 


HINES Flasks, Jackets, Upset Frames, Pins and Bush- 
ings will be displayed at the International Foundry 
Congress and Foundry Show, May 1-7, at 


BOOTH NO. 1236 





HINES FLASKS 


THE HINES FLASK CO., 


3431 WEST 140TH STREET, CLEVELAND 11, OHIO - TELEPHONE: ORCHARD 1-2806 


NORY Be May 1952 




































































SIMPLIFIES VIBRATING 
FEEDER PROBLEMS 


Hewitt-Robins Vibra-Feeder.. . 
First Practical Fully Mechanical 
Vibrating Feeder 





Simple To Operate: Completely automatic. 
Just push a button and start feeding—re- 
quires no attention or adjustment—can’t 
be overloaded with standard hopper design 
—won’t dampen out—some sizes draw only 
2 amps. 


Simple Construction: Vibrating mechanism 
is fully mechanical—small and compact— 
completely dust-tight—practically noise- 
less. Only electricals ... an AC or DC 1 HP 
motor and a simple light-duty plug and 
receptacle. 





Full Range Of Sizes: Available from 24" 
to 48" wide and 48" to 144" long; also other 
sizes to meet your specifications. 


Write for Bulletin 134 for 
complete information 





DESIGNED FOR FOUNDRY SAVINGS 





Saves Time: This one compact, self-con- 
tained unit takes care of your entire shake- 
out and sand removal in a single operation. 


Saves Space: Requires no more space than 
the average-size shakeout, yet it serves 5 
complete foundry functions. . . flask shake- 
out—sand screening —lump breaking —con- 


veyor feeding—tramp-metal trapping! 


Saves Money: In one jobbing foundry, 
where it normally took 8 men a total of 7 
hours to completely shakeout molds and 
reclaim sand, the entire foundry floor was 


Hewitt- Robins 
SSC Unit 


5 Foundry Operations 
with 1 Piece of Equipment 


cleaned up in just 3 hours by only 3 men 
and an SSC Unit. 


Saves Trouble: Entirely automatic... The 
Hewitt-Robins SSC Unit needs no atten- 
tion... just put the flask on the shakeout 
deck—turn on the power and the material 
flows smoothly from sequence to sequence 
until the Feeder Belt Conveyor discharges 
the sand. 


For complete details about 
the Hewitt-Robins SSC Unit, 
write for Bulletin No. 136. 





Be Sure To See Our Booth at the Foundry Show 





Hewitt Rubber Division Robins Conveyors Division 





Robins Engineers Division 





INCORPORATED 
CONNECTICUT 


Hewitt Restfoam® Division 
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UNIVERSAL flask pins and 
bushings are typical of the 
quality products that have 
helped to build Universal’s 
Frankenmuth plant 


Universal Flask Pins and Bushings are heat- 
treated and precision ground from finest 
Shoulder Flask Pin 
quality steels. They will save you precious 
minutes of production time by assuring instant, 
accurate alignment of cope and drag. Universal 
Flask Pins and Bushings will give you long, 
satisfactory service and they will stand up under 
extremely rough treatment, thus saving you the 
additional cost and down-time that replacement 
always requires. Universal Flask Pins and Bush- 
ings are typical of the quality products being 
produced at the big, modern plant of the 
Universal Engineering Company in 


Frankenmuth, Michigan. 
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ALLOYS FOR THE STEEL, IRON, AND NON-FERROUS INDUSTRIES 











PRODUCT * NOMINAL COMPOSITION 








BORON ALLOYS 


USES 





Silicon........max. 1.50% 
Aluminum 
. 1.50% 


Carbon 
Silicon. .......max. 1.50% 
Aluminum....max. 0.50% 


Carbon . 0.50% 


Ferroboron 
Min. 10.00% 
Boron Grade 


Min. 17.50% 
Boron Grade 


Increases hardenability 
of steel; also, for addi- 
tions to malleable iron 
and aluminum alloys. 





Boron min. 17.50% 
Manganese... .approx. 75% 
Silicon........max. 1.50% 


Manganese-Boron 


Used to cleanse and de- 
oxidize non-ferrous 
alloys. 





Nickel-Boron 


max. 1.00% 
max. 0.50% 


Special boron alloy used 
principally for deoxidiz- 
ing nickel and its alloys. 





45 to 50% 
45 to 50% 


Boron Carbide 


Deoxidizer for non-fer- 
rous alloys. 


PRODUCT * 


NOMINAL COMPOSITION 


USES 








Calcium Boride 


Carbon.........15 to 20% 


Welding rod coating. 





Boron.......0.55 to 0.75% 
ili 35 to 40% 
9 to 11% 


SILCAZ Alloy 


A complex boron addi- 
tion agent for increasing 
the hardenability of steel. 











Calcium-Silicon 


le 1.50 to 3% 


Deoxidizer for quality 
ingot steel. Also used in 
high-tensile gray irons. 





Calcium 16 to 20% 
Manganese 14 to 18% 
Silicon 53 to 59% 


Caicium- 
Manganese-Silicon 


A complex deoxidizer 
used widely in produc- 
tion of steel castings. 





Calcium Metal 
Regular Grade Calcium 
(Cylinders, Slabs, Cut 


Pieces, or Turnings) 


Calcium. . .approx. 99.90% 
(Irregular pieces from pea 
size to 14 in. lumps) 


Distilled Grade 


Reducing agent in metal- 
lurgical applications, de- 
oxidizer and degasifier 
for non-ferrous metals, 
particularly magnesium. 
For special applications 
requiring calcium of very 
high purity. 








CHROMIUM ALLOYS 





Chromium 67 to 71% 
Silicon...... 0.30 to 1.00% 
Carbon (10 Grades) 

max. 0.03 to max. 2.00% 


Low-Carbon 
Ferrochrome 


Production of stainless 
steels and high-tempera- 
ture alloys requiring low 
carbon content. 





High-Carbon Ferrochrome 

Max. 4.50, 5.00, or Chromium. .....67 to 70% 
6.00% Carbon Grade Silicon lto 2% 
Max. 7.00% Chromium. .....66 to 69% 
Carbon Grade Silicon - lto 3% 
Min. 7.00% Chromium 65 to 68% 
Carbon Grade Silicon 


For production of engi- 
neering alloy steels and 
other alloy steels of 
moderate chromium con- 
tent. 





Nitrogen-Bearing Chromium 67 to 71% 
Low-Carbon Silicon...... 0.30 to 1.00% 
Ferrochrome A 

Nitrogen... .approx. 0.75% 


For additions of nitrogen 
to improve properties of 
high-chromium steels. 





Chromium 60 to 65% 
Silicon 4to 6% 
Carbon......... 4to 6% 
Manganese 4to 6% 


“SM” Ferrochrome 


A high-solubility chromi- 
um addition for steel or 
iron in either furnace or 
ladle. 


CHROMIUM ALLOYS cont. 





Foundry Ferrochrome Chromium 


High-Carbon Grade 


Low-Carbon Grade 


62 to 66% 
7 to 10% 
5to 7% 

50 to 54% 


Carbon 
Chromium 
Silicon 
Carbon 


Developed especially 
for high-solubility ladle 
additions of chromium to 
improve composition and 
properties of cast iron 





Chromium Metal 
Low-Carbon Grades 


High-Carbon Grade 


Chromium 
Carbon % 


HON. ccwccssss cae 1% 
87 to 90% 
9 to 11% 


Production of wide 
variety of non-ferrous 
chromium-bearing alloys, 
including electrical re- 
sistance alloys and high- 
temperature alloys. 





“EM” Ferrochrome- 
Silicon 
No. 1 Grade 


No. 2 Grade 


39 to 41% 
42 to 46% 
max. 0.05% 
36 to 39% 
36 to 39% 
max. 0.05% 
7to 9% 


Chromium 
Silicon 
Carbon 


In production of stainless 
steels, these alloys are 
used to reduce metal 
oxides from the slag 
back into bath. 





“EM” Ferrosilicon- 
Chrome 


50 to 54% 
28 to 32% 
max. 1.25% 


Chromium 
Silicon 
Carbon 


For adding chromium 
and silicon to steels con- 
taining up to 1 or 2 per 
cent chromium. 





“EM” Chromium 


Briquets 
(Hexagonal Shape) 


Chromium 
Total Weight 


For adding chromium 
to cast iron in the cupola. 








COLUMBIUM ALLOYS 





Ferrocolumbium 


50 to 60% 
max. 8% 
max. 0.40% 


Stabilizer in austenitic 
chromium-nickel stainless 
steels. Also constituent of 
high-temperature alloys. 





Ferrotantalum- 
Columbium 


Columbium.. .approx. 40% 
Tantalum approx. 20% 


Another stabilizer, used 
to supplement ferrocolum- 
bium, in austenitic chromi- 
um-nickel stainless steels. 
Also used in high-tem- 
perature alloys. 








MANGANESE ALLOYS 





Standard 
Ferromanganese 
Regular Grade 
Low-Phosphorus 
Grade 


78 to 82% 
approx. 7% 
max. 1% 
78 to 82% 


Manganese 
Silicon 
Manganese 


Silicon 2% 
Phosphorus. . .max. 0.10% 


Most common means of 
adding manganese to 
steel for both alloying 
and deoxidizing pur- 
poses. Also for counter- 
acting sulphur in steel and 
cast iron. 





Low-Carbon 
Ferromanganese 
Low-Phosphorus Grade 


Regular Grades 


Regular Grade 
(High-Silicon) 


Manganese......min. 90% 
max. 0.07% 

Phosphorus. . .max. 0.06% 
Manganese 85 to 90% 
Carbon ....max. 0.07, 0.11 
to 0.15, 0.30, or 0.50% 
Manganese 80 to 85% 
max. 0.75% 


Silicon 5to 7% 


Additions of manganese 
to steels of low-carbon 
specification, particularly 
stainless steels of 18 per 
cent chromium, 8 per 
cent nickel type. 





Medium-Carbon 
Ferromanganese 


80 to 85% 
to 1.50% 


Manganese 


For making low- and me- 
dium-carbon manganese 
steel and Hadfield steel. 





Silicomanganese 
Max. 1.50% 
Carbon Grade 
Max. 2.00% 
Carbon Grade 
Max. 3.00% 
Carbon Grade 


Manganese 65 to 68% 


Silicon 18 to 20% 
Manganese 65 to 68% 
Silicon.......15 to 17.50% 
Manganese 65 to 68% 
Silicon.......12 to 14.50% 


A versatile alloy useful 
as furnace block, deoxi- 
dizer, and also for mak- 
ing manganese additions 
to steel in the ladle or 
in the furnace. 





*All of the alloys and metals listed are produced in the usual lump, crushed, or ground sizes, except where other special forms are indicated. 
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MANGANESE ALLOYS cont. 





Low-lron 


5 
rorr 8 





85 to 90% 
approx. 7.00% 
max. 3% 
inter ius UE ST 


For high manganese ad- 
ditions to certain non- 
ferrous alloys, particu- 
larly aluminum. 





Manganese Metal 


Manganese......min. 96% 
max. 0.20% 
Silicon........max. 1.00% 
max. 2.50% 


Used both as deoxidizer 
and alloy in production 
of numerous non-ferrous 
metals and alloys. 





“EM" Silico- 
manganese Briquets 
Square Shape) 


Manganese...........2 {b. 
Y% |b. 


Total Weight 31% |b. 


For adding manganese 
(with silicon) to cast iron 
in the cupola. 





“EM” Ferro- 
manganese Briquets 
(Oblong Shape) 


Manganese 
Total Weight 


For adding manganese 
(without silicon) to cast 
iron in the cupola. 








SILICON ALLOYS 





50% Ferrosilicon 
Regular Grade 
Blocking Grade 
Low-Aluminum Grade 


47 to 51% 
47 to 51% 


Silicon 
Silicon 
Silicon 
Aluminum max. 0.40% 


Deoxidizer for most 
grades of killed or semi- 
killed steel. Blocking 
grade specially sized for 
maximum efficiency. 





65% Ferrosilicon 
Low-Aluminum Grade 


Silicon. .. .61.50 to 66.50% 
Aluminum max. 0.50% 


Mainly for production 
of electrical sheet steel. 





75% Ferrosilicon 
Regular Grade 
Low-Aluminum Grade 


Silicon 
Silicon 
Aluminum 


Deoxidizer and alloy for 
production of high-silicon 
spring and electrical 
sheet steel. Graphitizing 
inoculant for cast iron. 





85% Ferrosilicon 
Regular Grade 
Low-Aluminum Grade 


Silicon 83 to 88% 


Silicon.........83 to 88% 
Aluminum max. 0.50% 


Enables melter to add 
higher percentages of 
silicon without chilling 
metal in ladle. Graphitiz- 
ing inoculant for cast iron. 





90% Ferrosilicon 
Regular Grade 
Low-Aluminum Grade 


Permits large additions 
of silicon without harmful 
chilling effect. 





Silicon Metal 
Regular Grade 


Purified Grade 


Low-Calcium Grade 


Low-Aluminum Grade 


min. 97 or 96% 
max. 1 or 2% 


Silicon. .. .99.70 to 99.90% 
Iron.........005 to .015% 


Silicon min. 97% 
SE ny 4 
Calcium.......max. 0.10% 


Silicon..........min. 98% 
HOR. ..c0s00000 oh. 1% 
Aluminum max. 0.10% 


Additions of silicon to 
non-ferrous metals, par- 
ticularly aluminum and 
copper, to improve phy- 
sical properties. 

For applications in non- 
ferrous industry requir- 
ing silicon of high purity. 
For the production of 
high-silicon aluminum 
alloys where calcium is 
detrimental. 


For the production of 
silicon-copper alloys 
where aluminum is detri- 
mental. 





“SMZ" Alloy 


Silicon 60 to 65% 
Manganese 
Zirconium 


Particularly strong 
graphitizing inoculant 
used in making ladle ad- 
ditions to cast iron. 





Special Graphitizer 


Ferrosilicon Compound 


Acts as both deoxidizer 
and graphitizer in cast 
iron. Useful in controlling 
chilling tendencies. 





Magnesium- 
Ferrosilicon 


Silicon approx. 46% 
Magnesium. . approx. 8.5% 


For ladle addition to cast 
iron to obtain special 
properties. 





Barium-Silicon 


Barium.........40 to 50% 
Silicon 45 to 55% 


For deoxidation of non- 
ferrous alloys. 





TITANIUM ALLOYS 





Ferrotitanium 


Titanium, .....27 to 32% 
Carbon max.0.10% 


For adding titanium to 
stabilized austenitic chro- 
mium-nickel stainless 
steels and to high-tem- 
perature metals. 





Silicon-Titanium 


Titanium. ......40 to 50% 
Silicon 
Le Sere 


For additions of titanium 
to steels or non-ferrous 
alloys. 





Manganese-Nickel- 
Titanium 


Titanium 


Manganese 
Aluminum 
i) a ee 


Deoxidization of nickel 
alloys. 








TUNGSTEN ALLOYS 





Ferrotungsten 


Conforming to A.S.T.M. 
Spec. A 144-39 


For production of tool 
and die steels; also high- 
temperature alloys. 





Tungsten Metal Powder 


Melting Grade 


Tungsten.....min. 98.80% 
Total Carbon. .max. 0.25% 


Production of tungsten 
steels and cast tungsten 
carbide. 





Caicium Tungstate 
Nuggets 


Tungstic Oxide. .68 to 72% 


For production of tool 
steels and high-tempera- 
ture alloys by direct re- 
duction. 








VANADIUM ALLOYS 





Ferrovanadium 


Vanadium 50 to 55% 
Carbon. ...max. 0.20, 0.50, 
or 3.00% 

Silicon... . max. 1.50, 2.00, 
or 8% 


Production of tool and 
engineering steels, high- 
strength structural steels, 
non-aging rimming steels, 
and wear-resistant irons. 





Vanadium Oxide 
Fused 


Sodium 
Polyvanadate 
(Red Cake) 


High-Purity 
Ammonium 
Metavanadate 


VG5. . 
Na,0.. 


wo eee eee 280 t0 89% 
eee. approx. 10% 


7 


approx. 2% 


approx. 85% 

oo ecees Approx. 9% 
approx. 2% 

eeeeee es Approx. 2.5% 


....- approx. 99.50% 
min. 99% 


For addition of vanadium 
to steel and for man- 
ufacturing catalysts. 


For manufacture of 
vanadium compounds, 
including vanadium 
catalysts. 








ZIRCONIUM ALLOYS 





12 to 15% 
Zirconium Alloy 


Zirconium 
Silicon 
Carbon 


This zirconium alloy is a 
powerful deoxidizer. It 
also increases depth 
of hardening. 





35 to 40% 
Zirconium Alloy 


Zirconium 35 to 40% 
Silicon.........47 to 52% 
Carbon max. 0.50% 


Deoxidizer for fine 
grades of alloy steels. 
Used for adding larger 
amounts of zirconium. 





Nickel-Zirconium 


Zirconium 25 to 30% 
Nickel..........40 to 50% 
Aluminum... .approx. 15% 
max. 10% 
max. 5% 


Effective for deoxidizing 
and degasifying nickel 
and its alloys. 








IF YOU HAVE A METALS PROBLEM 


More than 50 different alloys and metals are produced by 
ELECTROMET in hundreds of varying compositions and sizes. If 
you need help in selecting the proper alloys, or have some 
specific metallurgical problem, be sure to consult one of 
ELECTROMET’S specially trained metallurgists and engineers. 
Address your inquiries to one of the offices listed below. 


Birmingham 3, Ala 


Chicago 1, Ill 


Brown-Marx Building 


230 N. Michigan Avenue 


Cleveland 14, Ohio 
Detroit 2, Mich 

Los Angeles 58, Calif 
New York 17, N. Y 


Union Commerce Building 

6-240 General Motors Building 

2770 Leonis Boulevard 

30 East 42nd Street 

Pittsburgh 22, Pa 2207 Oliver Building 

San Francisco 6, Calif 22 Battery Street 

In Canada: Electro Metallurgical Company of Canada 
Limited, Welland, Ontario 


“EM" Silicon Briquets (Cylindrical Shape ) 
large Size 
For adding silicon to cast 


Small Size iron in the cupola. 








“Electromet,” “EM,” “Silcaz,” “SM,” and “SMZ,” are trade-marks of 
Union Carbide and Carbon Corporation. 





we Hug That Work 


fo cut your 
portable grinding costs! 


FASTER GRINDING, LONGER WHEEL LIFE AND 
LESS OPERATOR FATIGUE add up to big savings 
when Norton wheels take over your portable 
grinding jobs. They hug that work! 

Yes, Norton portable grinding wheels have 
controlled uniformity and built-in balance, the 


like of which you’ve never seen before. This 


an outstanding step in the continuing Norton 
program to cut all vour grinding costs. 

Ask your nearby Norton distributor to give 
you all the facts about new, improved Norton 
portable grinding wheels. He’s listed under 
*‘Grinding Wheels” in your classified telephone 


directory. Or write direct to Norton Company, 


gives them a unique ability to stay in more Worcester 6, Mass. Distributors in all principal 
cities. 
EXPORT: Norton Behr-Manning Overseas 


Inc., Worcester, Mass., New Rochelle, N. Y. 


continuous contact with the work. This plus 


comes from the “new process” of manufacture 


recently developed by Norton technicians... 


NORTON PORTABLE GRINDING WHEELS HUG THAT 


SURFACING A MACHINE TOOL BASE is easy 
work for a Norton cup wheel and its operator. 
The wheel's fast, smooth cutting action means low 
grinding cost and minimum operator fatigue. 


HEAVY DUTY WELD GRINDING is onother job 
for which Norton straight wheels are the popular 


SNAGGING GIANT DRIVE WHEELS is just one 
of many jobs done by Norton straight wheels at 
lower labor and wheel costs. They hug that work. choice. Their controlled uniformity and built-in bal- 


So, they don't waste time er wheels ... nor tire ance keep them cutting faster, easier and longer. 


the operator. 


am = Qdaking better products to make other products better 
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SMOOTHING UP THIS BED CASTING OF A 
PRINTING PRESS is a typical example of the 
cost-cutting performance of Norton cone wheels. 
They're built to take it... thanks to the special 
Norton resinoid bond. 








CLEANING BETWEEN THE FINS OF THIS 
COMPRESSOR CASTING is an easy job with 
a Norton REINFORCED Hub Wheel of the rigid 
type — the BD. It's fast cutting, and its layers of 
fabric reinforcement assure maximum safety. 


BLENDING IN A WELD con be done speedily 
with the new flexible Norton REINFORCED Hub 
Wheel. It's known as the Type BFR and is not only 
fast cutting but safe to use because of its fabric 


reinforcement, 


Sy 


NORTON 
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We'll be looking 
forward to the 
Foundry Show 
and to seeing 
all our friends. 
Drop in, visit 
and chat. Our 
Booth No. is: 


LzZpo 
and 
Law J 











As usual, SCHRAMM Inc. will sup- 
ply the air for the exhibitors at the 
FOUNDRY SHOW this month at 
Atlantic City. The installation we 
expect to use will be similar to the 
outfit illustrated above. This typi- 
cal, complete installation of a 
SCHRAMM AIR COMPRESSOR 
with Schramm accessories, repre- 
sents the ultimate in efficiency 
and performance. It represents 
many improvements and depar- 
tures from the earliest SCHRAMM 
installations, when this company 
first supplied air for exhibitors at 
a Foundry Convention. Over the 
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years our products have been hon- 
ored by consumers, but one of our 
greatest honors has been the fact 
that exhibitors have taken for 
granted the line “AIR SUPPLIED 
BY SCHRAMM”. In the eyes of the 
foundry industry, SCHRAMM means 
dependable air. Our compressors 
range in size from 4% to 100 horse 
power with correct type of drive and 
mounting to fill every industrial re- 
quirement. See them at the Show. 
We're glad of this opportunity for 
old friends to get together, and we’ll 
be looking for you. 


: C.. 


IONARY AIR COMPRESSORS, WEST CHESTER, PA. 


FoonoRy 





. 


NE SUIT 


THE SURE START TO A PERFECT FINISH 


VISIT OUR EXHIBIT IN BOOTH 234 
AT THE INTERNATIONAL FOUNDRY SHOW 


ATLANTIC CITY, MAY 1-7 


Find out how you can get better finish and 
higher permeability with the same sand— 


WM. Unique grain structure and distribution 


give WNCMW built-in lower density, which in turn 


results in both lower confined expansion and 
higher permeability. These inherent advan- 
tages save you time and money by reducing 
rat tails, veining, scabbing, buckles and other 


defects. 





May 1952 











SEE CRANE 

TURBO-DRIVE 

IN OPERATION AT THE 
FOUNDRY SHOW 

(BOOTH 1134) 








INEXPENSIVE—initial installation cost is low, and op- 
erating cost is more economical than other methods. 
LOW MAINTENANCE—simplicity of design and depend- 
able construction reduce maintenance to a minimum. 
SAVES MAN-HOURS—entire system is controlled by a 
single operator. 


om 
ton studies made on installation after installation 
prove that the Crane Turbo-Drive reduces to a mini- 


. ELIVERY — material to desired loca- 
mum the cost of transporting sand in batches. wong eis Saas eee oe 
tion in a few seconds. 


It’s economical to install and operate because the SAVES SPACE—installation requires minimum floor 


pipe and switches can be run anywhere. Vertical or space. 

horizontal runs, angle turns—walls and other obstacles BATCH DELIVERY—each batch delivered complete. 

are no problem. If you are modernizing your present : 

i P fae y cae 8) P CLEAN—NO DUST—material fully enclosed and pro- 
foundry or building a new one, it will pay you to check tected at all times. Mixed materials are not affected 
into this modern, economical sand conveyor. For fur- in transit. 

ther information and engineering service, write to Crane SAFE—all working parts are pressure designed. Ma- 
Co. at the address below or see us at the Foundry Show. terial moves safely in steel pipe. 


General Offices: 
836 S. Michigan Ave., Chicago 5, IIl. 
Branches and Wholesalers Serving 

& All Industrial Areas 


VALVES - FITTINGS + PIPE + PLUMBING «© HEATING 
60 FOUNDRY 














Better All The Way 


WITH NVX IN THE GREEN SAND FACING 


FROM PATTERN... 


These unretouched pictures (Courtesy Farrell-Cheek Steel Com- 
pany, Sandusky, Ohio) tell a big story of what a little Hercules 
NVX in your green sand facing can do to give you better molds 
and better castings. 

NVX improves sand flowability and workability ——means more 
firmly rammed molds. Even in this deep-pocketed pattern, there 
were no peening or ramming problems. 

NVX. gives good draw. It also keeps the sand from drying 
out—means a better first finish, less time spent in final finishing. 
Note the smooth surfaces on this massive steel casting, shown 
as it came from the mold. 

These results are typical of those you can get on castings of 
any size or shape. And remember that your green sand facing 
will need no more than one-half of one per cent by weight of 
Hercules NVX. 

Send for technical data. 100-Ib. lots of NVX for testing are 
available from Hercules at the 1000-Ib. price. 


HERCULES POWDER COMPANY 
Naval Stores Dept., 920 King St., Wilmington 99, Del. 


NF52-2 


TO CASTING... 


SAVE TIME AND MONEY with HE RC ULES 
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e t's 
good business 


to installa | 
cost-saving WHEELABRATOR” 
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(2) ae is ce ae ae 






Are you putting off modernizing your cleaning room because you believe 
your tonnage is too small to justify a Wheelabrator? Many foundry 
owners, who once shared this belief, now say they couldn’t afford to op- 
erate without their Wheelabrator. They have discovered that, “It’s good 
business to install a cost-saving Wheelabrator.” 



















— 


Here's how the WHEELABRATOR will save for you— 





Saves Time—Speeds Production. Wheelabrator with competitors. Castings are delivered faster to Sa 
speed cleaning saves many costly man hours in clean- your customers. In 
ing time, releasing manpower for other work. It . : , , Te 
handles a greater quantity of castings and cleans them Profitable Job Cleaning Possible. Many foundries 
hate de ened hee Glmee utilize their Wheelabrator part time for job cleaning 
providing a new source of business and real extra 
Provides Competitive Advantages. A Wheelabrated profits. = 
er aga yee he as 
finish all sand and scale are removed right down to Returns Investment Quickly. Savings effected are , 
the virgin metal—is ms important sales factor. More usually sufficient to amortize investment in from six 7 
and more firms are demanding this surface cleanli- to eighteen months. mot 
ness. 
Other Important Advantages. Valuable space made 
Creates New Sales Opportunities. Wheelabrator’s available, decreased casting rejects, improved foundry Sav 
fast, thorough cleaning puts your services on a par efficiency, and better working conditions. oa 
thar 
Cor 
in tl 
FOR BEST RESULTS— SEND for this literature— 
ae : ——e Catalog 74-A describes the Wheelabrator 
always = Tru-Steel Shot in your method and shows what it is doing for 3h 
blast cleaning equipment. The only others. Son | 
perfected Tru-Steel Shot, it holds its Bulletin No. 26. Wheelabrator’s liberal de- 


Tum 


ferred payment plan lets you reap the bene- 
; eet E fits of the equipment immediately at the 
Send today for descriptive booklet No. lowest possible initial cost without dissi- 
59-A. pating your working capital. 


shape longer to reduce cleaning costs. 












WORLD'S LARGEST BUILDER OF AIRLESS- BLAS§LES 























Saves $5,440.00 annually, cleaning 4 tons daily. 


The Elkhart Iron Works eliminated costly breakage, obtained more 


thorough cleaning at a profit with a Wheelabrator Swing Table. 


Here's how the WHEELABRATOR 


has saved for others— 


Saves $7.06 per ton. The Keystone Brass Works, 
Inc., slashed cleaning costs 67% with a Wheelabrator 
Tumblast. Annual production only 550 tons. 


Saves 18 man-hours per ton. Wheelabrator 
Swing Table eliminated 4 chippers and grinders, 
saved $4,644.00 annually cleaning only 43 tons 
monthly for a Canadian steel foundry. 


Saves $2.31 per ton. Cleaning only 1.92 tons daily, 
a Wheelabrator Tumblast effected savings more 
than sufficient to repay investment for the Welsbach 
Corp. A 45 minute wet tumbling job is now cleaned 
in three to four minutes. 


3 Molder Shop Saves $5250 Annually— Pater- 
son Brass Mfg. Co. reduced daily cleaning room man 
hours from 16 to 2 by installing a Wheelabrator 
Tumblast to replace wire brushing. 


LEANING EQUIPMENT 


POPULAR MACHINES 
used in SMALLER FOUNDRIES 


W heelabrator Tumblasts—Made in eight standard sizes 
(1 cu. ft. to 63 cu. ft.) for cleaning castings sufficiently 
rugged to withstand a gentle tumbling action. There’s 
a Tumblast just right for your job. 


Wheelabrator Swing Tables—Particularly suitable for 
the foundry with a low daily volume of a wide range 
of large and small castings. The most versatile cleaning 
machine ever built. Hundreds in use. 





Visit us Booth 1817 
at the FOUNDRY SHOW 











Single Comper] . 
ment Rack Type Ps - 


Core Oven. 


NS 


THE LANLY COMPANY ¢ 780 PROSPECT AVE 
CLEVELAND,OHIO 


The Lanly reputation has been established as 
the result of the consistent incorporation of 
advanced, efficient design and high grade con- 
struction into every Lanly installation. 


Core baking, pasting and mold drying ovens as 
well as casting conditioning and heat-treating 
ovens are available in standard units. 

Write for Literature and 

Complete Information. 





Four Compartment 
(Rack Type Core 
Oven. 


Car Type Core Oven.) 








Three Compartment Rack | 
Type Core Oven. 
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which will do it your way—fitting the 


“stock” wheels—and delivery in just a few 
days is an organized routine. 


materials on every operation. 


Trial Order Plan. 
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rot ABRASIVE WHEELS AND DISCS 


Are Job-Fitted "tor the Foundry 


Established as CHARLES H. BESLY and COMPANY in 1875 
20 N. Wacker Drive, Dept. F 


Representatives in Principal Cities 


May 1952 


On Grinding Wheel “Specs” 


You know the results you want in your grinding. 
Besly-Titan is organized to formulate wheels 


requirements of the job with wheel specifications 
that will do it . . . material, wheel-speed and 
innumerable other factors considered. That’s what 
we call job- fitting. Sounds like a luxury. . . but 
job-fitted Besly-Titan Wheels cost you no more than 


Free-cutting, long-wearing Besly-Titan Abrasive 
Wheels and Discs are accurately bonded to 

snag or finish at grinder speeds available in your 
foundry. You'll find they save time, labor and 


You'll want to check the production and 
quality-boosting possibilities of this set-up 
... Write for complete information and 
individual formula recommendations, including 


Chicago 6, Illinois 
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WITH THE 
AO 306 
DUST GOGGLE 





QUICK FACTS 


VENTILATION—Wire screen ventilators around 
eyecups provide ample ventilation—help keep 
lenses from fogging. 

MASK—Flexible, plastic and bound at edges 
with soft sponge rubber, covered with pliable 
corduroy. Combines maximum comfort with 
tight fit. } 
LENSES—50 mm. Super Armorplate or 6 Curve | 
Super Armorplate clear or Calobar in medium, 
dark or extra dark shades. 

SIZES—Specify No. 306 for large 
or medium features, No. 308 for 


PANTO eSuCGrTA Un OMMO@)DIECeray Em = el! features. 


Here’s a goggle that does a top job of keeping workers’ eyes 
free of fine dust particles and powders that irritate and contami- 
nate. How? By a 150 mesh wire screen, set behind a 16 mesh 


screen. What’s more, the “306” provides secure safety against 








sparks and flying particles . . . exceptional wide-angle vision . . . 





good ventilation and comfort. Your nearest AO Safety Products 


Representative can supply you. 


SAFETY PRODUCTS DIVISION 





SOUTHBRIDGE, MASSACHUSETTS « BRANCHES IN PRINCIPAL CITIES 
66 FOUND) en 





a 


DESPATCH 


OVEN COMPANY 





In FOUNDRIES of every type 


POURING IS EASIER ¢ FASTER ¢ SAFER 
with CLEVELAND TRAMRAIL 


Hundreds of foundries have speeded pouring and made the work easier 
and safer with Cleveland Tramrail overhead materials handling equip- 
ment. Why not check and see what it can do for you? 


1 Small gray iron 
2 Centrifugal pouring 


3 Large scale continuous 
production 


4 Large malleable 
5 Brass and bronze 


6 Large gray iron 











GET THIS BOOK! 
ac tecnuphratmicigg weston CUEVELAND TRAMRAIL DIVISION 
illustrated. Write for free copy THE CLEVELAND CRANE & ENGINEERING CO. 


3812 East 286th St. WICKLIFFE. ONO. 


CLEVELAND (49 TRAMRAIL | 


VERHEAD MATERIALS HANDLING EQUIPMENT | 


SA 
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Pictured above 
...the cope and 
drag sections of 
BS&B medium 
weight flasks 
made up and 
ready for plac- 
ing preparatory 
to casting. 





















Designed and Fabricated to Eliminate 
Excessive maintenance... only BS&B heavy duty 


foundry flasks combine these features to make it a BS&B exclusive— 
welding of bearing strips both inside and out . . . cast steel trunnions. . . 


cast steel pin lugs and clamp lugs. Tailor made to your requirements. 


We can deliver without long waiting periods, light, medium or heavy duty 
flasks—round, square and rectangular shapes. Any type of pin and bushing 
arrangement can be supplied to meet customer specifications. 









S:B 


Foundry 






The E. L. LeBaron Foundry Company, 
Brockton, Massachusetts, has placed 27 fire- 
place dampers in the entirely renovated 
executive mansion in Washington, D. C. 
BS&B Foundry Flasks were used in casting 
these patented dampers. LeBaron makes 
castings of their own, and for outside cus- 
tomers. This requires a variety of flask sizes 
adaptable to jobbing work. For over 10 
years BS&B has supplied LeBaron with new 
sizes and replacements. While BS&B flasks 
are designed to permit customers interchang- 
ing them with any other type of flasks, 
already in use, LeBaron is now replacing 
older equipment with BS&B flasks . . . be- 
cause BS&B flasks have proved satisfactory 


in overall operation and maintenance costs. 


Write for FREE BS&B 
Foundry Flask Handbook 


A handy catalog and useful foundry- 
man’s “bible” . . . includes 
easy-to-order system. 


Foundry Flask Division Dept. 7-AR5 





1952 


Brack, Sivaics s BrYSson, INC. 
7500 East 12th Street, Kansas City 3, Missouri 
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GUARANTEED HOMER PERMANENT MAGNETIC PULLEYS 





Greater Efficiency with Practically No Maintenance Cost are 
yours, when you specify HOMER, ‘‘Power-Plus’’ heavy-duty 
permanent magnetic pulleys, for your tough jobs of separat- 
ing ferrous, from non-ferrous materials. 








Homer ‘‘Power-Plus’’ heavy-duty pulleys are always alive and mea ht 

on the job —day and night, protecting expensive machinery 2) ae | {[T- 
and heavy capital investments. Homers are not affected by tW ] 77-14 j 
hot or cold, wet or dry locations and you eliminate costly M\I » ye ies - 
motor-generator sets and ‘‘down-time” in replacing burned- wf | tT Trt-- 


out pulley coils. 


railing 


If Homer recommends your installation — Homer will guarantee mle 

. . . ELEcr, = 
its recommendation . . . by comparison, Homers are proved MAGNETIC boniey 
best. Literature, recommendations and estimates for the asking. 

















Homer Permanent Magnetic Pulleys are available 
in Standard and Heavy-duty sizes of 12”, 15”, 18”, 
and 20” diameters, with belt widths from 4” to 
60’. Sizes in 24” and 30” diameters available for 
Light, Standard or Heavy-duty service, with belt 
widths from 20” to 60’. 


MAGNETIC PLATES 

MAGNETIC PULLEYS (i R) MAGNETIC DUCTS 

MAGNETIC DRUMS SMM TZ MAGNETIC SWEEPERS 
WSS yy 

eae OP eee oo 

a See 

THE HOMER MANUFACTURING CO. INC., DEPT. 156, LIMA, OHIO, U. S. A. 


MAGNETIC TRAPS 


PRODUCERS OF MAGNETIC SEPARATOR EQUIPMENT SINCE 1923 


70 FOUNDRY 
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Link-Belt Shakeout gives positive 
separation of sand and castings. 





Link-Belt equipment at Cutler-Hammer foundry includes shakeout screen, bucket elevator, storage bin 
with vibrating screen (right); transfer belt conveyor, Revivifier and distributing belt conveyor (left). 


LINK-BELT mechanization 


pays dividends for foundries of all sizes 


Here’s how one important foundry gets fast, 
clean, low-cost handling of sand and castings 


yw your foundry is large or 

small, mechanized handling of 
sand and castings offers two big advan- 
tages. First, you can produce better cast- 
ings at lower cost. Equally important, 
you can make more efficient use of scarce 
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back- 


break, improve working conditions. 


manpower eliminate much 

For instance, consider Cutler-Hammer, 
Inc., Milwaukee. Their new Link-Belt- 
designed system prepares 15 tons of sand 
per hour for two stack molding machines. 


Ram-ofts are minimized because sand is thoroughly 
aerated for easy flowing by Link-Belt Revivifier. 


Careful planning has speeded produc- 
tion, provides good housekeeping. Cen- 
tral shakeout simplifies handling and 
sorting of castings. Despite low head- 
room, alterations were minor. And pro- 
vision has been made for expansion. 

For information on how mechanization 
can serve you, call the Link-Belt office 
near you. A Link-Belt foundry specialist 
will welcome the opportunity to work 
with you or your consultant. 


Conveyors and 
Preparation Machinery 
ob 


LINK-BELT COMPANY: Chicago 9, 
Indianapolis 6, Philadelphia 40, At- 
lanta, Houston 1, Minneapolis 5, San 
Francisco 24, Los Angeles 33, Seattle 
4, Toronto 8, Springs (South Africa), 
Sydney (Australia). Offices in Prin- 
cipal Cities. 12,736 








LINK:©:BELT 


SEE OUR EXHIBIT—INTERNATIONAL FOUNDRY CONGRESS—ATLANTIC CITY—MAY 1-7 
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CONTROLLED 
FOUNDRY PRODUCTS 


DELTA products for the foundry are PRODUCTS OF RESEARCH. For nearly twenty years 
many important scientific developments . . . valuable contributions to the advancement of 
foundry practices . . . have originated in DELTA’S laboratories where the most modern 
. scientific facilities are employed in a continuing program of 
product research, development and standardization. 


Every DELTA Foundry Product is first tested by laboratory 4 
methods then submitted for use and final approval in ACTUAL 
FOUNDRY PRACTICE before it is identified with the 
name “DELTA”. 


There is no ‘‘just as good” substitute for ANY Delta Foundry 
Product just as there is no substitute for DELTA’S scientific 
controls which safeguard the quality and uniformity of all 
DELTA Foundry Products. 


Among the many “FIRSTS” introduced by DELTA laboratories 
are Plastic-type Core and Mold Washes and, more recently, a 
Sand Release Agent (96°B) embodying unique and distinc- 
tive characteristics. 


DELTA CONTINUES TO LEAD IN THE DEVELOPMENT OF NEW 4 
PRODUCTS FOR IMPROVED FOUNDRY PRACTICE. 
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VISIT US AT OUR BOOTH — NUMBER 1443 
56th ANNUAL A.F.S. FOUNDRY 
CONGRESS & SHOW 
Atlantic City, New Jersey 
May 1 - 7,1952 
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Delta Technical Men will be atahé 
booth to answer your questions and 
discuss with you problems relative 
to foundry practice. Working sam- 
les and complete literature on 
Ita Foundry Products will be 
sent to you on request for test pur- 
Poses in your own foundry. 


DELTA OIL PRODUCTS CO. 


















814 OM P2OOUCTS CO. 






MILWAUKEE 9, WISCONSIN 
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CORNELL 


CUPOLA FLUX 


Over 34 years success 
in casting improvement. 


@ A small investment in Famous Cornell 
Cupola Flux pays off BIG by boosting the 
quality of your castings and reducing rejects. 


Famous Cornell Cupola Flux cleanses, de- 
sulphurizes molten iron and makes it more 
fluid. Keeps slag fluid. Castings come 
sounder, cleaner and easier to machine. 


isin: bh guend tts Furthermore, it keeps cupolas cleaner and 
increases efficiency of operation. Bridging 
over is practically eliminated. Drops are 
cleaner. And there is less erosion of brick 
or stone lining due to formation of a glazed 
or vitrified surface on cupola lining. Labor 
and down time for maintenance is reduced 
amazingly. 
THE SCORED BRICK FORM makes fluxing of 
molten iron a matter of seconds, and the 
correct amount can be used for any size of 
cupola charge—no waste. 


WRITE FOR BULLETIN NO. 46-8 
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Clifford B. Cornell 


Our latch string is out at 
Suite No. 200-A, Hotel Dennis, 
for your entertainment after 
closing hours during show. 


We Clevelanel Fur Co. 


1026-1040 MAIN AVENUE, N. W., CLEVELAND 13, OHIO 
Manufacturers of Iron, Sem1-Steel, Malleable, Brass, 


Bronze, Aluminum and Ladle Fluxes - Since 1918 


[eS 


Trade Mark Registered 





ALUMINUM 


ATLANTIC CITY, MAY 1-7 


Koerner 


at BOOTH NO. 801-805. 


er 


Fags . Sec'y-Treas. 
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FAMOUS CORNELL BRASS FLUX cleanses molten brass even 
when the dirtiest brass turnings or sweepings are used. You 
pour clean, strong castings which withstand high pressure 
tests and take a beoutiful finish. The use of this ‘flux “Saves 
considerable tin and other metals, and keeps crucible’ end tur: 
nace linings cleaner, adds to lining life and reduces mointenence, 


FAMOUS CORNELL ALUMINUM FLUX cleanses motten ‘aluminum 
so that you pour clean, tough castings. No spongy or 

spots even when more scrap is used. Thinner. yet stronger sec: 
tions can be poured. Castings take a higher polish. “Exclusive 
formula reduces obnoxious gases, improves working conditions 
Dross contains no metal after this flux is used. 








P roducers of Nickel 
Alloy Ingot and Shot. 
Cupro Nickel Shot and 
pure Copper Shot. 
Special Metallurgy to 
suit our customers 
needs as well as 
standard Master Alloys. 
Highest standards of 
Metallurgical Control. 


Ideal { 


LULTEL? conrsny | 


1701 ROCKINGHAM ROAD DAVENPORT, IOWA 
(PHONE 6-2561) 
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Compare the advantages these Dings magnets offer 
over your present methods: 


ER tne NON-ELECTRIC, PERMANENT PERMA-PULLEY 
in the sand handling system takes iron out automati- 
cally, without attention, without electricity, without 
maintenance. Perma-Pulleys have no operating expense, 
are guaranteed to be permanently magnetic. Magnetic 
strength is certified. 


BATHE SELF CLEANING RECTANGULAR .FOR THE 
TOUGHEST JOBS... another sand handling cost-cutter. 
Great power enables this magnet to handle particularly 
difficult iron extraction jobs. For maximum iron removal, 
none can surpass the Dings Rectangular. Self-cleaning 
feature makes operation automatic—eliminates “‘carry- 
over” of sand with iron. 


ERLIFTING MAGNET LIFTS 10 TO 100% MORE. 
Ideal for handling scrap, pig iron, castings, metal flasks, 
etc. Lifts more because it’s cooler operating. All welded, 


DINGS MAGNETIC SEPARATOR CO. 


4708 W. Electric Ave., Milwaukee 46, Wisconsin 
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lightweight, moisture-proof, rugged, 4-point chain sus- 
pension. 

ZR “Howp-tite” CUTS GRINDING LABOR COSTS UP 
TO 25%. Firmly holds all shapes of castings up to 
1000 Ibs. in position for swing grinding. Magnet can 
be tilted to 7 different positions. Requires practically no 
maintenance, simple to install. SEND FOR THIS PAPER: 
“Lowering Cleaning Room Costs Through Use of Magnetic 
Chucks’’. Use coupon below. 

If you can use the advantages these magnets offer, NOW is 
the time to act. Deliveries are still better than average. 






SEND THIS COUPON 


OR DROP A POSTCARD 








Dings: Send me Catalog containing full information on 
[] PERMA-PULLEY [) LIFTING MAGNET 
[) RECTANGULAR CL) “HOLD-TITE”’ plus 


Article on ‘‘Lowering cleaning room costs 
through the use of magnetic chucks”’ 


COMPANY. 


ADDRESS.... 
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Takes the 
Toughest 


Abrasion 
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Construction Features Include: 


A tube of highest grade abrasion-re- 
sistant rubber that is also static con- 
ducting; a carcass fashioned of strong, 
rubberized duck plies which give wall 
support to the hose; a highly abrasion- 
resistant cover and capped ends. 

Get in touch with your supplier 
today... put BULL DOG SAND BLAST 
HOSE to work for you as soon as 
you can. 





Sand Blast «il 


is the hose that your most 
exacting requirements designed 


FOR HERE’S the hose that takes the “gaff”... 
withstands the toughest use and abuse... and 
comes through with flying colors. 














You can’t equal its long-lived performance 





for pressure blasting with sharp sand, steel 
shot or other abrasive materials at high ve- 
locities. 





Another Quality Product of 


Boston Woven Hfose & russer comPANY | ~ 


Warehouse Stock: 111 N. Canal St., Chicago, Illinois 
PLANT: CAMBRIDGE, MASS. 


And you will find it of equally unsurpassed 
stamina in the cleaning or finishing of cast- 
ings, stone, glass or other materials. 


Distributors in all Principal Cities e 
P.O. BOX 1071, BOSTON 3, MASS., U.S.A. 
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AUTEABRAS 
(SHOT AND GRIT) 


SAVES °3450°°s YEAR 


at Fairbanks-Morse & Co. 


Fairbanks-Morse & Co., Freeport, Ill., took us up on our offer to test 


















Malleabrasive against ordinary grit in their own shop. Here are Farr- 
banks-Morse’s own figures: During the test, Malleabrasive saved 
59.1% on the cost of replacement parts . . . saved 14.6% on the cost of 
the abrasive alone . . . adding up to a total of $3454.40 on a year’s 
basis! Actually, Malleabrasive’s advantages are even greater, 
since it cleaned an average of 10.8% more tonnage per hour 
than did ordinary grit! 

Malleabrasive is the original long-life abrasive pioneered by 
The Globe Steel Abrasive Co., Mansfield, Ohio. It is guaran- 
teed to outperform ordinary shot and grit when comparative 
tests are properly run. Test Malleabrasive in your own clean- 
ing room . . . send for your free kit, containing all the forms 
you need to run this impartial test. Write: PANGBORN 
CORPORATION, 1400 Pangborn Blvd., Hagerstown, Md. 





Here's why Malleabrasive saves you money: 


MALLEABRASIVE 


is designed for modern cleaning equipment 





wears out fewer machine parts 
lasts 2 to 4 times longer 


reduces machine down-time 






reduces cleaning costs up to 50% 


increases output of cleaned castings 


Pare.” 


Look fo Pangborn for the latest developments in Blast Cleaning 
and Dust Control equipment 


Pangqborn ieee 


with the right equipment for every job 


Packed in orange striped 100-pound 
bags with this tag 











*U.S. Patent 
#2184926 
(other patents 
pending) 
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a Plentiful Souree of RARE EARTHS is NE Ww 


RARE 


RARE EARTH” materials, which have commanded 
great and growing interest even as imported from 
foreign sources, can now be produced in abundance 


within the United States. 


The Molybdenum Corporation is able to report that 
highly modern facilities are being installed and rapid 
growth provided for. Technical research, looking 
toward new and better employment of these materials, 
has been extensive and will continue. Consultation 


with present or prospective users is invited. 


As a supplier of Molybdenum, Tungsten, Boron, and 
other alloying materials, the Molybdenum Corpora- 
tion welcomes correspondence on any application 


or requirement. 


MOLYBDENUM 


80 
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AMERICAN Production, American Distribution, American 
Control, Completely Integrated 


Offices: Pittsburgh, New York, Chicago, Cleveland, Detroit, 
Los Angeles, San Francisco 


Sales Representatives: American Steel and Supply Co., Chicago; 
Edgar L. Fink, Detroit; Brumley-Donaldson Co., Los Angeles, 
San Francisco 


Subsidiaries: Cleveland-Tungsten, Inc., Cleveland, O.; General 
Tungsten Manufacturing Co., Inc., Union City, N.J. 


Works: Washington, Pa.; York, Pa. 


CORPORATION OF AMERICA 
Grant Building Pittsburgh, Pa. 
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/ : TOCCO’ Induction 


Ke Melting Furnaces 
t— ‘é£ | for Precision Casting 


One of the TOCCO Induction Melting Fur- 
naces used at Arwood Precision Casting 
Co. Note TOCCO control station in back- 
ground. 





®@ Engineers at Arwood Precision Casting Co. use TOCCO Induction Melting Furnaces 
for melting and remelting quality steel. Other companies have found TOCCO equally 
adaptable for melting non-ferrous metals. No wonder! Look at the advantages: 


* Stepless power control * High Reproducibility of Results 
* Extremely Rapid Melting * Minimum Space Requirements 
* High Efficiency on Intermittent Operation * No Special Installation Charge 
* Good Mixing because of Natural Agitation * Simple, Safe Operation 
* Extremely Low Alloy Loss * Clean, Comfortable Working Conditions 
* No Carbon Pick-up If any of these advantages suggest economies in 
* No Contamination when Composition of your operations write for full details—no obli- 
Charges is Changed gation, of course. 
saat aahiaiie ae . Mail Coupon Today 


THE OHIO CRANKSHAFT COMPANY geen FREE 


BULLETIN Dept. F-5, Cleveland 1, Ohio 


THE OHIO CRANKSHAFT CO. 


Please send copy of “The Case for 
TOCCO Induction Melting.” 





Position 





Company. 





Address 


City Zone State 
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| 
| 
Name . : 
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Men who have lived #r years 

with portable grinders and grinding 
problems will demonstrate the advantages 
of CP Super Cycles... the electric 
grinders that remove more metal, 

in shorter time and with lower 
maintenance cost than any other type 


of portable grinder. 


If you use six or more portable 
abrasive tools, be sure to visit 
Chicago Pneumatic’s Booth 1104 
at the Foundry Show, 


see Super Cycle in action. 





In addition to working demonstra- 
tions of CP Super Cycle Grinders— 
CP Hicycle Grinders, Pneumatic 
Grinders, Sand Rammers and 
other CP Foundry Equipment will 
be on display in Booth 1104. 





Cuicaco PNeumaric 


TOOL COMPANY 


General Offices 8 East 44th Street. New York 17, N Y 





PNEUMATIC TOOLS © AIR COMPRESSORS © ELECTRIC TOOLS © DIESEL ENGINES 
ROCK DRILLS © HYDRAULIC TOOLS * VACUUM PUMPS © AVIATION ACCESSORIES 
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“DAVENPORT” JOLT ROLL OVER 
DRAW MOLDING MACHINE 
SEE this powerful ROLL-OVER which 
is FULLY ENCLOSED for mechanical 
protection, with Centrally located 
control column, Balanced roll over 
arm, Positive air operated flask 
clamps, Automatic flask leveler, Ac- 
curate positive draw, Automatic lub- 
rication, Valveless jolt, Self-cleaning 
striking pads and many other fea- 
tures. 


“DAVENPORT” JOLT STRIPPER 
PIN-LIFT 
SEE—so that you can evaluate this 
versatile ‘Davenport’ PIN-LIFT mold- 
ing machine with Adjustable lift pins, 
Valveless jolt, Self-cleaning striking 
pads, Adjustable precision draw, 
Automatic lubrication and many other 
features. A machine that can pro- 







BOOTH 1449 


INTERNATIONAL 
FOUNDRY SHOW 


MAY-|-7-1952 


duce drag molds as well as copes. AMERICA’S 
“DAVENPORT” JOLT SQUEEZE 
PIN-LIFT OUTSTANDING 
SEE this machine that is brand new 
to the foundry industry. The Swing FOUNDRY MOLDING 
arm, the Screw adjustment for fast 
job change, the Electrically controlled MACHINES 


squeeze, Automatic lubrication, 
Valveless jolt, and many other fea- 
tures which make this JOLT SQUEEZE 
STRIP machine so outstanding. 





lf YOU are unable to attend 


the show, let us send you our DAVENSEE 


catalog. 
REPRESENTATIVES 
CANADA FRANCE * BELGIUM * HOLLAND © LUXEMBURG © SWITZERLAND ALL OTHER FOREIGN COUNTRIES 
Canadian Foundry Supplies & Equip. Ltd. Ph. Bonvillain & E. Ronceray, Choisy-Le-Roi R. K. Price Associates, Inc. 
Toronto and Montreal Rue Paul Carle, Seine, France 70 Pine St., New York 5, N. Y., U.S.A. 
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Federal has devoted 44 years to solving 
foundry problems through the develop- 
ment of improved supplies and equipment. 
Federol was first to offer dry core com- 
pounds, first to offer bentonite for foundry 
use, first to introduce special core and mold 
washes to meet specific requirements, first 
to perfect an ‘“‘all-purpose"’ core blower, 
first to develop twisted stem chaplets, first 
to offer cost-free engineering and research 
service to foundries. 











7ée FEDERAL FOUNDRY SUPPLY 


4600 EAST 7ist STREET - CLEVELAND 5, OHIO 








MEMBER 


NEW YORK RICHMOND, VA. CROWN HILL, W. VA. CHATTANOOGA FEMA, 


3 
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VERAL'S ON THE MABGH! 


t 


with a big parade of outstanding foundry equipment 


and supplies - « - including its sensational “SURPRISE PACKAGE’ 
| 





There'll be plenty for you to see at Federal’s booth this year! Espe- 
cially if your foundry is planning a modernization or expansion 


program. For the Federal exhibit will include a variety of efficient 





foundry machines—core blowers, core drawing machines, sand 
mixers, wire straighteners and others—machines that will help you 
boost production and reduce costs. You'll also learn about the latest 
developments in Federal’s famous line of foundry supplies—Green 
Bond bentonite, Crown Hill seacoal, Federal core and mold washes, 
core binders, plumbagos and blackings—supplies that will improve 
the quality of your castings. In addition, there’s the “Surprise 
Package’—the big feature of Federal’s exhibit—something every 
foundry has been asking for. By all means, don’t miss it! 

Yes, Federal has a mighty worth-while show for you. Plan now to 
stop in. And what’s more, why not make the Federal booth your 
show headquarters? You’re most welcome to drop in anytime and 


make yourself right at home. 


























DETROIT CHICAGO MILWAUKEE UPTON, WYO. LOS ANGELES 
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in the furnace 


Top grade valves require top quality castings. 
And top quality castings require metal that 
is precisely right. 

Jenkins Bros., makers of fine valves for 
almost a century, have 9 Detroit Rocking 





Electric Furnaces, with a combined capacity | a int 


of 7700 lbs. per hour, to melt bronze of the necessary 
high quality. 


PRECISE CONTROL OF ANALYSIS 
Melt-analysis can be controlled very exactly in these 
great furnaces, with metal of the desired characteristics 
produced in heat after heat. Accurate temperature 
control allows establishment of the most advantageous 
pattern for operation, and duplication of that pattern 
for each melting cycle. The rocking action of the fur- 
naces assures homogeneous melts and a more complete 
utilization of generated heat because of the flow of 
molten metal back and forth on the lining. 


NOTE THESE ADVANTAGES 
Other important advantages of Detroit Rocking Elec- 
tric Furnaces are economy of power consumption, 
minimum heat loss, less metal shrinkage, fewer scrap 
castings, more heats per shift or working day, reduced 
out-of-production time because of long refractory wear 
and simple shell replacement, trouble-free operation. 


DETROIT ELECTRIC FURNACE DIVISION 
KUHLMAN ELECTRIC COMPANY, BAY CITY, MICHIGAN 


Jenkins Bros. uses nine 
Detroit ®ockiw? Electric Furnaces 
to melt bronze for valves 





\ 
[| 


| Detroit Electric Furnaces range from 10 Ibs. 
to 4000 Ibs. capacity, individually designed 
to fit your plant’s electrical specifications. 
They melt ferrous and non-ferrous metals 
with equal efficiency. 





GET FULL INFORMATION 


For full information on the advantages of Detroit Elec- 
tric Furnaces for your foundry, send us your operating 
data. We'll give you full details. Write today. 


OPERATING RECORDS OF 3 JENKINS BROS. FURNACES 
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POWER CONSUMPTION DER HEAT 











Each furnace melted 412 tons of bronze in 102 hours. KWH 
consumption respectively, 1312, 1272, 1269. 


Zr 


e—> 


‘@D 


Foreign Representatives: in BRAZIL—Equipamentos Industrias, “‘Eisa”’ Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: M. Castellvi inc., 150 Broadway, 
New York 7, N. Y.; MEXICO: Cia Proveedora de Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D. F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham. 
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Anything as fragile as a core requires 
a lot of careful handling. A sudden 
bump or jerk can mean extensive 
breakage and the loss of costly pro- 
duction time. But with a ZIG-ZAG 
Continuous Power Conveyor, han- 
dling is reduced to a minimum and 
the danger of breakage all but elim- 
inated because ZIG-ZAG moves 
along smoothly and jerk-free at any 
speed from 1 in. to 60 ft. per minute. 

And another important fact to 
consider— ZIG-ZAG helps to solve 
labor and production problems, too 
...it relieves women workers of 
heavy lifting while releasing men for 
other important tasks. . . it smooths 
out production bottlenecks resulting 
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drive units. 


from cramped, overloaded floor space. 

ZIG-ZAG operates just like 
“water through a pipe’’—it’s a steel 
tube-like track through which trav- 
els a specially constructed motor- 
driven chain carrying unit loads up 
to 125 pounds each. And it’s highly 
flexible too—if changes’or relocation 
are required you can take it down 
here and put it up there, and in most 
cases use all of the parts! 


* * * 


Learn how patented ZIG-ZAG can 
save money in your core department. 
Send for details—or better yet, have 
an R-W engineer consult with you at 
no obligation. 


“A HANGER FOR ANY DOOR THAT SLIDES” 
AURORA, ILLINOIS, U.S.A. Branches in all principal cities 


SLIDING DOOR HANGERS & TRACK ¢ FIRE DOORS & FIXTURES * GARAGE DOORS & EQUIPMENT 
INDUSTRIAL CONVEYORS & CRANES * SCHOOL WARDROBES & PARTITIONS 
eae Ne) Melele) Melis 7 Ni lem selelidn laa il 
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A ZIG-ZAG Conveyor in the core department of a large foundry. Baked cores are 
transferred direct from ovens to conveyor carriers. While cooling, cores move vic 
upper elevation to checking and ganging benches. This installation, over 500 feet 
overall and constructed entirely of stock sections, is powered by two synchronized 


Continuous Power Conveyor 








Engineered for 
Economy and Flexibility 


@ Horizontal and vertical units alternate 
in a continuous chain traveling through 
special steel tubing. 

@ Complete flexibility for installation in 
any plant. Easily installed, easily 
changeable to conform to plant alter- : 
ations. , 

@ SAFE—all moving parts are fully 
enclosed. 


@ Low first costs. Low Power Factor 


@ Standard horizontal or vertical curves ; 
—two-foot radius. 


RICHARDS 
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for much higher efficiency ... 
at much lower costs... 


first check P. K ay 
PEKAY 


POWER PLOW for perfect control and distribution of 


material flow at all times . . . mever any starved hoppers , . . smaller 
bins make work on molds easier, cut down on mess and dirt, practically 
eliminate caking and packing . . . a cleaner, easier, maintenance-reducing 
and labor-saving operation, proved out in continuous heavy-duty use. 
Let PEKAY engineers show you specific ways in which your operation 
can profit. 


PEKAY 
Mixer-Muller in actual use, has done 


this: stepped up Green Compression Strength from 10.5 to 12 Ibs... . 
boosted Permeability from 100 to 110... cut Bonding Material use in 
half . . . maintained correct Moisture Content . . . and delivered this 
better sand at an increase of volume per hour of 85%! Easy to install, 
too . . . normally takes only 100 man-hours, placed anywhere along 
your belt system without major reconstruction. Inspection is simple . . . 
maintenance costs practically vanish. 


= PEKAY 
ized 


A I a ATO R for exceptionally long life, and much less frequent 






























replacement of wearing parts . . . thoroughly aerates, cuts and fluffs sand 
—lets you say good-bye to lump trouble for good . . . a compact but 
ruggedly built piece of equipment . . . only 25 man-hours required to 
install with your present belt system . . . easy inspection through side- 
plate for all moving parts. A low-cost way to consistently better produc- 
tion. 
Aimitates— PEKAY M-T-MATIC 
INDICATOR-CONTROL ELEVATOR BUCKET 
for GRANULAR & * 
¥ CRUSHED MATERIALS speeds operations, cuts 
a gives positive, adjustable control of sand (and costs by “can’t fal” fae *ee i 
oh any other granular or crushed materials)—with ‘aida Sain eieamaiia : 
no holes to cut in your bin or hopper! Accu- _—— ee 
- rately indicates the level to be maintained in every trip. Thousands in 
tly bin . . . quickly adjustable to any desired level successful use . . stand- 
¢ by outside Selector Screw .. . practical, sturdy, ard sizes to fit vour +9 , ae 
: trouble-free construction . . . no electrical parts eins i Ga 
in bin or material . . . easily adapted to activate _— 
warning bells, buzzers, lights, feed gates. 
ves p * WRITE TODAY FOR COMPLETE DETAILS ON THIS BETTER FOUNDRY EQUIPMENT 
— AND ON THE REVOLUTIONARY NEW “TROFF-0-MATIC” TROUGHING CONVEYOR! 
— BE LEV Te SS a ee 
a 





100 N. LASALLE STREET CHICAGO 2, ILLINOIS 


—— 
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DEVELOPED BY 


LUUBON WON... 


proved-in-practice material. You take no chances 
when you use it to line your acid electric furnaces, 
side-blown converters, and ladles handling malle- 
able iron, alloy iron, or electric steel. 


Money -Saving monolithic 
linings 




























IRONTON, OHIO 



























a 
CARO-LINE is a_ highly siliceous refractory ; 
blended with ceramic minerals to give a tough, : 
thorough bond. That means exceptionally high a . 
refractoriness, volume stability at high nln 4 Call the Ironton Representative 
tures, and no tendency to slag off. Your ladles * in the city nearest you... ' 
work cleaner. Your steels are almost completely : . 
free of slag inclusions. ® Baltimore, Maryland MUlberry 7184 : 
CARO-LINE is fine-grained . . . works smoothly :. maemo C 
as a ramming material. The cost records of leading r aiden ‘one 55-285 
foundries prove it far superior to clay-ganister mix- = —- Chattaneega, Tenn. 7-6697 
tures. CARO-LINE cuts labor costs, gives longer © Chicago, Illinois HArrison 7-8708 | 
service. Monolithic linings have no weak joints for ° Cleveland, Ohio CHerry 1-0711 fi 
slag attack, so you seldom lose castings due to ee re VUlcan 3-8200 : 
slag inclusions. ® Detroit, Michigan WOodward 3-8123 ni 
: ° Hartford, Conn. 33-0941 
ronton representatives can tell you more. Get S  ieaeinn: aie 109 
in touch with the nearest office listed at the right. © sete, ‘Meitin 3-5586 
z Milwaukee, Wisconsin DAly 8-4790 
e Philadelphia, Pa. JEfferson 5-1012 
St. Paul, Minn. EMerson 6312 
THE IPO. NON Seattle, Washington MAin 4330 
RELIABLE REFRACTORIES Silver Spring, Md. JUniper 7-5468 
FIRE BRICK C. OMPANY Spokane, Washington MAin 1644 





BERLITE * ALSET 
CARO-LINE * NOJOINT + SPECIAL SHAPE REFRACTORIES 
* KENTUCKY CLAY FIRE BRICK PRODUCTS 


Our $ 5th Year 


1917-1952 
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HERE’S YOUR ANSWER 


to faster, 
low-cost 


better, 
om ie a 


uniform, 
cleaning 


IN A NUTSHELL 


That's a broad claim. We don’t expect you to accept 
it without substantiation. We hope you will ask us to 
present our proof. All we ask, is that you let it be 
on-your-job proof. Proof we know you'll believe! The 


only proof we want you to accept. 


Like many production finishing men, perhaps you 
have always taken shot and grit pretty much for 
granted. If so, you have a surprise coming, for Hi- 
Grade Shot and Grit IS different—so superior, in so 
many ways—you can only appreciate its true value 
by job-testing the material yourself. That way you 
get proof of performance you can accept as conclusive. 
Order a trial quantity today. We'll let results speak 
for themselves. You'll find they say, *‘ Hi-Grade is best 
by test’’—your answer to faster, better, uniform, low- 


cost blast cleaning, in a nutshell. 


Packed in 100 Ib. Bags—Ready For Immediate Shipment 


HI-GRADE SHOT AND GRIT MORE THAN MEETS S.A.E. SPECIFICATIONS—SCREENED AND GRADED FOR 100% USAGE 


HI-GRADE SHOT AND GRIT 


e@ YOU GET MORE EFFICIENT PEENING AND CLEANING. 
Hi-Grade Shot and Grit is uniform, especially 
processed to withstand repeated strain, stress 
and wear. 

e@ YOU GET MORE FOR YOUR BLAST CLEANING DOLLAR— 
LESS WASTE. Hi-Grade Shot is famous for its lack 
of hollows, tails and irregular shapes which do 
no good, yet cost money. Hi-Grade Grit is free 
from dust fines and scale. This alone, saves you 
up to 20% in actual cost before you even use 
Hi-Grade Shot and Grit. 

e YOU GET A LOWERED COST PER TON OF CASTINGS 
CLEANED because Hi-Grade Shot and Grit has a 
longer re-use value. Special alloying and temper- 
ing process minimizes impact fractures. 


Clayton-Sherman Gaui Gneany 


MANUFACTURERS OF QUALITY-CONTROLLED SHOT AND GRIT 


Representatives in Principal Cities 


3896 LONYO ROAD x 


DETROIT 10, MICHIGAN 


FOUNDRY 



























These Metalworking Methods 
Save Time and Money 


These six methods for keeping production geared 


il 


to current demands are typical of the many processes 
and products available through Linpe. Not shown, 
| but equally available to LivpE customers, is the 
invaluable combination of knowledge, technical skills, 
and wide practical experience that makes such 
developments possible. 

Whatever you do with metals, there is a good 
chance that LINDE know-how, show-how, and equip- 
ment can help you do it better, quicker, or cheaper. 


Telephone or write our nearest office today. 


LINDE AIR PRODUCTS COMPANY (Left) Flame-hardening gives added service life to parts by pro- 
A Division of Union Carbide and Carbon Corporation viding a hard, wear-resisting surface on a tough, ductile core. 


UCC) New York 17, N. Y Right) Oxygen-cutting equipment easily slices steel up to 60 in. 
thick. A 30-in. cut through this 45-in. thick ingot took only 
15 minutes. 


30 East 42nd Street 
Offices in Other Principal Cities 





In Canada: Dominion Oxygen Company, Limited, Toronto 


é 


| 
| 
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Heiarc welding in a protective shield of argon or helium gas UNIONMELT welding, a mechanized electric process, joins metals 
easily joins hard-to-weld metals such as aluminum, magnesium, of any thickness without sparks, spatter, smoke, or flash. Welding 
stainless steel, and copper alloys. Absence of flux and spatter speeds as much as twenty times greater than by other similarly 
reduces cleanup and finishing costs. applicable methods are common. 











Powder-scarfing halves conditioning costs on stainless steel. Plate-edge preparation with OxWELD apparatus makes it pos- 

ing hi ning cos : ‘late-edg PI ps 
One 8-hr. shift, using two blowpipes, easily powder-scarfs 22 to sible to cut steel plate to size and bevel the edges for welding 
24 ingots of 1,000 Ib. each. in one, quick, oxygen-cutting operation. 





2 Products and Processes for MAKING, CUTTING, 
JOINING, TREATING, AND FORMING METALS 


Trade-Mark 





The terms “'Heliarc,” “Linde,” “Oxweld,” and “Unionmelt” are registered trade-marks of Union Carbide and Carbon Corporation 
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oouction Conrrot’ 


ASTER FOUNDRY GRINDING 


Test these superior “Wheels of Industry” on your own 
machines... prove to your satisfaction the faster production 
you can steadily maintain with them. 
























S TERLING’S “Four-Point Production Control’”— through ENGINEERING, COMMITTEE, LAB- 
ORATORY, and MANUFACTURING—means better grinding wheels for all types of foundry 
jobs. 


Sterling’s ENGINEERING determines, right on the job, what is the correct abrasive unit to 
solve your particular problem. COMMITTEE control gathers together Sterling grinding experts 
for careful checkup of your needs before recommendations are made. LABORATORY control 
takes these recommendations and builds them into the correct wheel formula. Then and only 
then, does MANUFACTURING, carefully controlled, take over to produce what has been given 
a triple checkup. No wonder Sterling Grinding Wheels do such efficient jobs of swing frame, 
stand and portable work! They are tailor-made for every assignment! 


Foundrymen have learned through experience to specify Sterling Grinding Wheels because 
our specification-duplication means identical, better results wherever these abrasive units are 
used. 


In your grinding departments, Sterling's “Wheels of Industry” can produce startling results. 
Our engineers are ready to explain how easily it can be accomplished. 


BEST IN THE TEST—THAT’S STERLING! 


® During a recent test of Sterling High Speed Snagging Wheels, size 24x3x 12, the department foreman reported them the best 
grinding wheels they had ever used on miscellaneous alloy steel castings. Comparison proved the Sterling Wheels were freer cutting 
and provided 12% more life than other brands tested! Think of it — six hours of extra efficiency from the Sterling “Wheels of 
Industry” at no extra cost! 


These results are typical and indicate the ease with which you can solve your problems with Sterling Grinding Wheels. 


Ask for These STERLING 
Research and Development Folders - - - r At AN 


RESEARCH 
pevevormm ly 







When sudden decisions must be made regard- 
Proper grinding wheels to use, you will find 
¢ folders handy to have in a nearby file. You 
appreciate having the interesting data to 
y while waiting for the Sterling engineer's 

Especially important is the popular book, 
t Art and Science of Grinding,” now in its 
edition. There is no obligation... just send 
f our name and address and your folders will 
led at once. 


(GHEEL DIVISION 
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YEARS OF CONTINUOUS USE WITH 
NO SIGN OF BREAKDOWN .. . 


Years of human experience is adequate testimony 
that Copper Alloys effectively resist the destructive 
forces of time. Throughout the ages and especially 


today, Brass and Bronze Alloys coupled with skilful 
consistently prove themselves best 








craftsmanship .. . 
for applications involving continual use, constant strain _ its f 
Er and exposure to the elements. The Casting shown is a ee speci 
oe testimony of this fact. 4 lh 
a % Ee : s 
se A FREE . . . Write for your copy of the 8-page Lavingot Technical Journal — Vol. 8, No. 1 — SS eg assem 
; containing an article discussing “Effects of Various Elements in Manganese Bronze.” ma makir 
NOME 
out ft 
facilit 
reduc 
Stanti 


Specify—LAVIN NONFERROUS INGOT—Quality 


Ka - 
INC. 


e Refiners of Brass, Bronze and Aluminum 
e Producers of Zinc Base Die Casting Alloys 


oiler Vc okay x yam | a] Te) Fs 
PeANCIPAL CITIES 





3426 S. KEDZIE AVENUE e 
i a ee 2 2 
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WESTOVER ENGINEERS 


OFFER THE 


RIGID ALUMINUM BOTTOM BOARD 


Deep seated bottom board rollers, shielded 
from sand and molten metal, eliminate 
vibration and sudden shifts often caused 
by sticking conveyor rollers. 




















BOTTOM BOARD ROLLER ON RAIL 


Special rounded rail edge is automatically 
cleaned by smooth passage of non-lubri- 
cated ball bearing rollers. Bar construction 
eliminates horizontal dirt collecting sur- 
faces. 





Nomad flexibility brings new THESE ARE NOMAD’S 
efficiency to any foundry layout! REVOLUTIONARY FEATURES: 




















1. No Vibration during Travel: Bottom 


This entirely new foundry conveyor system is “based on a principle as board location of rollers and smooth, 
logical as mounting a boxcar on wheels.” Basically as simple as that, level track, guarantee against vi- 
its flexibility permits easy adaptation to any foundry layout. Numerous bration. 

specially engineered NOMAD systems have been installed involving the . Effortless Moving: Twin rows of ball 
use of curves, switches, transfer cars, and sloped sections. Whatever bearings in the rollers permit mov- 
the space and mobility problem, NOMAD conveyor facilities can be ing with minimum friction. 
assembled in a wide variety of combinations to bring new and profit- . Self Cleaning: Entire assembly is 
making foundry efficiency. constructed to shed sand accumv- 
NOMAD Foundry Equipment engineers are available to assist in laying lation. Top rail is self-cleaning. 
out the equipment for you to make the most efficient use of your . low Maintenance Cost: Non-lubri- 
facilities... to bring to your operation increased production through cating bearing eliminates greasing 


and oiling. Cleaning time minimized 


reduction in lost molds, lower maintenance costs and an overall sub- by_ self-cleaning .open. construction: 


stantial saving in time and manpower. ae ad 
Low Initial Cost: Case histories show 
offset of initial cost in only three 
months. 


See a demonstration of 
NOMAD Conveyors at At- 
lantic City... in both the 
Westover and Newaygo 
Booths. 
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DISTRIBUTED BY 


JOHN B. SKELLY 


232 HOME AVENUE e OAK PARK, ILLINOIS 


NEWAYG0 | conta 


NEWAYGO, MICHIGAN 
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YOU’LL DO A BETTER JOB 


with H. V. ADAMS DESIGNED 


HIGH EFFICIENCY FOUNDRY TOOLS 

































"UNIVERSAL FREE WHEELING” 


FOUNDRY SAND RIDDLE 
with the Double Eight Vibration 








Because of its convenient size, light 
weight and good riddling capacity 
it long has been a favorite in the 
foundry. It also can be used for 
mixing core sand or for sifting 
sand directly into molds. 


The mechanism is entirely 
enclosed protecting it from 
harmful dust and grit. 


The main frame is cast 
in very strong tough 
aluminum. 


It uses quick change fer- 
ruled sieves with 20 in. di- 
ameter sifting area. There 
are no loose wires to harm 
hands. 


2221 Orchard Street 
Established 1918 
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ORDER ALL SIFTERS AND VIBRATORS WITH GROUND WIRE!! 


FOUNDRY SUPPLIES MANUFACTURING CO,., nor inc. 


Cable Address: ''Rotoplane Chicago" 


we THE “ROTOPLANE” SPEED SIFTER 
WILL GIVE YOU 


e ECONOMY eSAFETY e LONGER LIFE 
e GREATER SIFTING CAPACITY 


Its sturdy one-piece frame and long shaft add 
to vibration effectiveness. The sealed-in mech- 
anism assures protection of motor and bearings 
from exposure to dust and grit. This sealed in 
protection and ‘‘Rotoplane’s”’ free-rotary action 
vastly increase bearing life. No exposed moving 
parts endanger the operator. Sieves have 20 
inches diameter clear sifting area — are mounted 
in a smooth steel ferrule with no jagged edges 
to cause dangerous cuts and scratches. 


“RED (Devil) ELECTRIC” VIBRATORS 


WTT 


No 1 No. 2 No. 5 No. 9 
These hard hitting Adams designed Vibrators have 
served the foundries for over 30 years. They are 

provided with a 6 foot 3 wire authorized cable 
and 3 wire grounded connector which, wher 
connected with our 3 wire grounded Red 
Electric Knee Switch, automatically ground: 
the vibrator protecting the worker from 

shock. The vibrators have passed the U.S 
Government code inspection. 


e SPEED 





Other Foundry Products: 


e No. 11 NOISELESS TYPE VIBRATOR 
e A-20 ELECTRIC VIBRATOR 

e RED ELECTRIC KNEE SWITCHES 

e “ROTO” ADJUSTABLE BIN VIBRATOf 


e 2 MIN. UNIVERSAL FINENESS 
TEST SIFTER. 


e UNIVERSAL TRIPOD CARRIER 


Chicago 14, IHinois 
H. V. ADAMS, Mgr. 
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| «ee Speeds riser removal 


CO MACHINE | 


ORS : 





) ... minimizes grinding 





Cutting risers with an Airco gas cutting machine saves time, 
greatly decreases grinding and/or machining—and by reduc- 
ing operator fatigue, it increases and speeds-up production. 
Here, for example, is illustrated a simple machine set-up 
have that permits fast, accurate riser cutting. Using an Airco 
sy are Radiagraph, the casting — measuring 105” in diameter and 
cable 5” in thickness — is trimmed at a speed of 5” per minute. 
wherf More important, the Radiagraph cuts so close to final ma- 
| Red chining specifications that slow expensive machine work or 
ound: grinding is eliminated, and a costly production bottleneck 
front 18 done away with. 
eit This actual case history demonstrates the advantages of 
removing gates and risers by machine gas cutting. Airco gas 
cutting machines are easily adaptable to any cutting require- 








iS: ments — straight line, circle, or bevel-edge cuts. 
If you would like further details on how machine gas 
TOR cutting, as well as cther Airco oxyacetylent “rocesses can 
save time and money for your foundry operation, call or ’ — 
write your nearest Airco office — today. Top photograph shows the simple set-up that makes easy work of a 
ATOR tough job. Above you see the clean, accurate cut, ready for machining. 


AiR REDUCTION INTERNATIONAL FOUNDRY CONGRESS 


AND SHOW, ATLANTIC CITY, 
AIR REDUCTION SALES COMPANY + AIR REDUCTION MAGNOLIA COMPANY 


AIR REDUCTION PACIFIC COMPANY MAY 1—7, 1952 
REPRESENTED INTERNATIONALLY BY AIRCO COMPANY INTERNATIONAL VISIT OUR BOOTHS 334-336 
Divisions of Air Reduction Company, Incorporated 
$, Mgr. Offices in Principal Cities 


N ¢ 








Close-up of $62,801.85 


This is not an uncut diamond, but it does have value. 
It is a magnified grain of used and reclaimed foundry 
sand. $62,801.85 is the actual saving experienced in 


one year by a foundry using a Nichols Sand Reclama- 


tion System. Are you interested in saving money, too? 
Ask for bulletin No. 222. 


Write to: 


Nichols Engineering & Research Corp. 
70 Pine St., New York 5, N. Y. 


1920 N. Meridian St., Indianapolis 2, Ind. 
40 S. Los Robles Ave., Pasadena 1, Calif. 
1477 Sherbrooke St., W., Montreal 25, Canada 


Nichols 


Sand Reclamation Systems 
FOUNDRY 








AQUA-SET 


(eres made with Aqua-set have produced some 
of the finest castings ever poured in Aluminum and 
Magnesium. Aircraft castings that require strength, 
dimensional accuracy, and perpetual uniformity have 
been made with the help of Aqua-set for years on 
end, and now in other fields, it is proving a first aid 
in dealing with problem castings. Nothing will bake 
faster or leave castings cleaner at the shake-out. 
Aqua-set can be the most useful tool in your core 
room. Write us for a full description. 


UNILEASE 


aad now Unilease makes its bow as a top quality 
release agent and Liquid Parting. Sand mixes that 
tend to stick in the core box can be brought to a 
clean working condition by adding only a small 
amount of Unilease. Good results can be had if one 
part of Unilease ‘98’ is mixed with two parts of 
kerosene and as little as 1/2"% is added last in mixing. 
It fills a real need with resin binders. Sand and core 
boxes are kept clean and it leaves a beautiful shine 
on the blades of the sand mixer. Unilease is worth a 
trial order. You get a real release with Unilease. 















































PADS, BUSHINGS, and WASHERS 


Absorb Impact Shock and 
Reduce the Effect of 
Destructive Vibration 








FABREEKA FABREEKA 
WASHER BUSHING 


al y SHOWN AT LEFT 
ty FABREEKA INSTALLATION 


\ eee FABREEKA Pads, bush- 


ings, and washers are 
B= EN installed under Shakeout 
Machines, Jolt Moulders, 
Tumbling Barrels and 
other heavy machinery to reduce the effects of 
heavy impact shocks and destructive vibration. 


FABREEKA has demonstrated its ability to prevent 
breakage of machine parts and to keep bolts tight, 
thereby reducing maintenance and increasing pro- 


























| FABREEKA PAD | 




















duction. In addition to these important 
advantages, Fabreeka has long life, 
which makes its final cost a low cost. 


Write for latest literature 




















Tt Pays To Specify Fabrecha 


for IMPACT SHOCK and VIBRATION 


FOUNDR' 

































OVERHEAD 
GUARD 









EXTENSION 
BACK REST 


Kegurolless of your 
Merri landing /oben- 


WELL BE OWE OF THESE 


TOMMOTOR ACCESSORIES 
Can hep solve itl* 





















SIDE SHIFTER 
HYDRAULIC SCOOP BAL 
E CLAMP 


COTTON TRUCK 


ROLL GRIP-UPENDER 


Val ip 


ORATION, piv. 75 


TOWMOTOR CORP 
Cleveland 10, Ohio 


1226 E. 152nd St., 


a Send free folders describing the 14 Standard 












a q Towmotor Accessories, and Towmotor's Spe- 

B.. x cial Engineering devices. 

a THE ONE-MAN-GANG a 

a — Name 
i a ci Bee -: 3 ae ® 
Address 
FORK LIFT TRUCKS and TRACTORS 

City State 


» STORAGE ° DISTRIBUTION 
Type of materials handled- 






RECEIVING ° PROCESSING 











BOUT AMERICANISM TODAY? 





HOW 
MANY PEOPLE HAVE YOU TALKED TO A 


May 1952 





by! KIRK’ ALUM 





.. | FUME CONTROL SYSTEMS 





At The William Powell Company 


Cincinnati Valve Manufacturers 
. 









Twelve electric furnaces in the non- 
ferrous foundry of this noted valve 
manufacturer are individually ex- 
hausted by just six fans. Fan-driven 
exhaust from one hood is injected 
into a venturi in the piping from 
another hood. 























In metals melting operations, uncontrolled smoke, fumes and 
gases are a toxic nuisance. At The William Powell Company, 
‘Clean Air . . . the Invisible Tool,”’ as applied by KIRK & BLUM 
Engineers, controls this condition. 

In addition, KIRK & BLUM Engineers, by utilizing the injector 

principle reduced initial cost, operating costs and halved main- 
tenance—since each fan provides individual exhaust for two 
furnaces. 
Although a “home-grown”’ system may be low in first cost, its 
savings fade when compared to the 
efficiency, lower maintenance and 
operating costs of a correctly de- 
signed, fabricated and installed sys- 
tem. Put your dust or fume problems 
up to experts ... The Kirk & Blum Mfg. 
Company. 


THE KIRK & BLUM MFG. CO. 


le, 
System OFF 3108 Forrer Street Cincinnati 9, Ohio 
‘ 
...and System on FUME CONTROL SYSTEMS 
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A 
a THE NEW B-35 


10% Ibs. 
7% inches 


Spindle ~~ Se .»» SO MUCH POWER PER POUND 


6000 - 5500 - 4500 - 3500 RPM 





THE NEW B-12 M. the new Rotor Vertical Air Grinders! 


? teste Never before have you had so much power in 


Spindle we" - 11” . . . . . : 
vertical air grinders... for such light weight! They’re 
6000 - 5500 - 4500 - 3500 RPM i iinaabaes iit titel. =e 


For cup wheels, sanding pads, 
cut-off wheels, wire brushing. 


well balanced . . . easy on the operator. Here are 








new features to speed up your metal removal. 


AIR O’TOOL 





WRITE TODAY FOR BULLETIN No. $0. 


“© ROTOR TOOL -. \ 


CLEVELAND, OHIO 














We would like to bet you a good lunch—that you 
can’t take five pellets of the chilled iron shot you 
are now using and deform them, no matter how 
lightly you tap with your hammer. ALL OF THEM 
WILL SHATTER—NONE OF THEM WILL DEFORM. 

Then we'd like to bet you another lunch that 
you can take five pellets of National Controlled “T” 
Shot and EVERY ONE OF THEM WILL DEFORM BEFORE 
TEARING APART. 

The significance of these statements is obvious. 
National Controlled “T” Shot and Grit is the 
ONLY chilled iron abrasive in which the hard iron 
carbides (that do the cutting) are imbedded in a 
ductile matrix. Hard? Yes, indeed, hard enough to 
do a cleaning job as fast or faster, BUT soft enough 
to go easy on your equipment and to keep the shot 





OR. let's see you prove your point... 


Name a 


oe 
ARE YOU A Fllin Nn, 


NATIONAL CONTROLLED "“T”" SHOT 


yy 


Yn” 


alll 








from shattering as readily. 

As a betting man, we'd like to prove our state- 
ments to you. The most you can lose is a lunch. 
And if we're telling the truth, you can gain sub- 
stantial savings in your cleaning operations. What 
we suggest is such a quick and simple test, you can 
make it in a matter of minutes. Incidentally, if your 
blastcleaning operation requires the use of grit you 
will not be able to make this test—but remember, 
grit is made from shot, and a ductile matrix is even 
more important to a grit user, from a standpoint of 
holding down maintenance costs. Please write your 
name and address on the coupon below and mail it 
to the nearest Hickman- Williams office, and let us 
show you something different in chilled iron shot 
and grit. 


(INCORPORATED) 


CHICAGO + DETROIT 
CINCINNATI « ST.LOUIS 





Firn____. 


PHILADELPHIA + PITTSBURGH 





ee = een Pee a 


| — sade 


INDIANAPOLIS 





MAIL TO HICKMAN, WILLIAMS OFFICE NEAREST YOU 


" 
| 
| 
| 
NEW YORK + CLEVELAND 
| 
| 
| 
| 
I 





AND GRIT IS PRODUCED EXCLUSIVELY BY 
NATIONAL METAL ABRASIVE COMPANY «+ CLEVELAND, OHIO 
WESTERN METAL ABRASIVES COMPANY + CHICAGO HEIGHTS, ILL. 
AND SOLD EXCLUSIVELY BY 


HICKMAN, WILLIAMS & COMPANY 


ae a ee eee 











“EDCO 
BOTTOM BOARDS 


eliminate swelled 
castings” 
























Take a tip from E. F. Dublinski. He speaks from experience in saying 
—“EDCO DOWMETAL Bottom Boards eliminate swelled castings”. 
= Since switching to magnesium boards, Mid-City Foundry does not 
have castings ruined through swelling caused by depressions burned 
ae = K+ into out-dated wood boards. 
YS a a EDCO DOWMETAL Bottom Boards help produce castings that 
are true to pattern. The exclusive grooved and vented design per- 
ee j mits escape of gasses, and insures mold stability. Causes for rejects 
>. are kept to a minimum. 
“We consider EDCO DOWMETAL Bottom Boards as permanent 
ny equipment at Mid-City,” adds E. F. Dublinski, “because they'll out- 
last wooden boards at least 30 to 1 and in no time at all pay for 


themselves.” 





Your molders will like handling these boards because they are 





light in weight, easy to stack, and there’s no danger of splinters. 
EDCO DOWMETAL Bottom Boards will not warp or ret—there are 
no nails to come out, nothing to break or split—no upkeep. 





Above photo shows Mid-City Foundry Company 
molder placing EDCO DOWMETAL Bottom Board 


on Resk preperatery to grossing. Mid-City Foundry Write us, or phone CApitol 7-2060 for price schedule 


produces high quality gray iron and alloy castings. 


and list of 74 standard sizes available from stock. 


CHRISTIANSEN CORPORATION 
1517 N. KILPATRICK AVENUE e CHICAGO 51, ILLINOIS 
Aluminum Alloy Ingots © Zinc Base Casting Alloys 
















FOR EVERY 


Air Hoists 


SEE THEM AT THE 


ade FOUNDRY 
SHOW 


in Atlantic City 


BOOTHS 1201-1203 





MOST MODERN OF ALL THOR TOOLS, 
new 360-cycle high frequency electric 
grinders, sanders, drills will be fea- 
tured at the Atlantic City Foundry Show, 
Booths 1201-1203, along with a wide 
selection of other electric and pneumatic 
tools. At left, new Thor ‘'37"' class 360 
cycle grinder gets foundry job done 
faster . . . better . . . and at lower 
unit cost. 


108 FOUNDRY 

















Ma y 


LECTRIC TOOLS 


FOUNDRY APPLICATION 


ji Baws P+ 


a 
ny 


se 


genus none bans 
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Find Out WHY Thor Tools Are 
First Choice in Foundries! 


THOR WORKS with foundry people to build them what they 


want— 
360 cycle electric tools 
180 cycle electric tools 
60 cycle universal electrics 
AIR TOOLS in every conceivable style and capacity 
from tiny die grinders to 3-ton hoists. 


EVERY THOR TOOL in every class and type has special features of 
performance, enduring dependability and handling ease that DEMONSTRA- 
TIONS and TRIALS prove beyond the shadow of a doubt. This statement 
can be proved to your satisfaction either at the Foundry Show or in your 
shop — write Independent Pneumatic Tool Co., Aurora, Ill., or any of 
Thor’s factory branch offices in 20 principal cities. 


PORTABLE POWER 


WOLE 
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Floor and Bench 
Rammers 


¢ 


Hammer Type 
Tools 


Grinders and 
Wire Brush Machines 


- rhe 
‘ S J 
,. > ~~ 


Drills and Impact 
Wrenches 





- 
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CASTFLUX SB-10 is a dual pur- 
pose flux, a partly exothermic 
compound, for feeding heads 
and risers, that virtually does not 
smoke or create fume. There is 


absolutely no carbon pick-up at SN’ 
the neck of riser or casting itself. 
As a ladle addition it is a won- NA 
derful liquidizer — through its 
cleansing action it de-oxidizes THE | 


and de-gasifies the metal. 


unconditionally GUARANTEED 


Place a trial order for CASTFLUX 
SB-10—you risk no money! Un- 
less it meets with your full ap- 
proval, material can be returned 
at no expense within 30 days. 

















Send for free literature— 
- “The Story of CASTFLUX”’ 












Git NATIONAL Pigment c¢ 2 


Ma\ 
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diency of new CASTFLUX SB-10 


aillable at no extra cost-— secure high 
average in maximum 
pipe elimination in both 


: iron and steel risers 
hNational and hot tops — 


CASTFLUX SB-10, the anti-piping compound, 
DUAL-= proven so revolutionary in its advantages, has 
become standard usage in foundries and steel 
mills the world over in securing the highest 


PURPOSE average result in maximum pipe elimination. 


Now you can pour risers short..save on re- 
melting cost with less fuss and bother. . secure 
more, sound, and shrinkage-free castings, regu- 
larly. Usually it requires only 50% to 65% of 
CASTFLUX SB-10 to do the job better with 
CASTFLUX SB-I0 is stocked by the greater results. 





following distributors in your market: — 


Seattle, Washington 


~— aH SAND CO. Which type A = 4 om C a D 
is the average result 


WESTERN INDUSTRIAL CO. 


Los Angeles, California 


es SNYDER FOUNDRY & SUPPLY CO. F f d 5 

J i at In your founary : Switch to 

|) eerie CASTFLUX SB-10 and get more 
THE FENTON FOUNDRY SUPPLY CO. of the B 5 ¢ . D type 1 


Elmira, New York 
F. F. SHORTSLEEVE CO. 


SS ne Se 


¢ 2115 East York St., Philadelphia 25, Pa. csr 
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HEAVY DUTY 


JOLT—SQUEEZE— 
Equipped with Safety ? 
for fully automatic) 






ed 
















Increase Production... 
Lower Costs 


With this #26 Type C fully automatically oper- 
ated molding machine—This Jolt squeeze pattern 
draw machine is equipped with automatic devices 



















enabling you to set for a predetermined number 
of Jolt strokes and predetermined squeezing 
time. Also equipped with automatic sand strike- 
off which also acts as a flask puller when mold is 
completed. Another feature is the flask roll-off 
device built into the machine. 


The machine is now in squeezing 








position ready for the pattern draw. | 5, 

we 

Sal 

Machine in position for jolting. TI 
Ni 

de 


Wm. H. NICHOLLS Co., Inc.| " 


RICHMOND HILL 18, LONG ISLAND, NEW YORK 


Visit us at Foundryman’s Convention, Atlantic City 
May 1-7 Booth Nos. 1843-1845-1847. 
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YMOLDING MACHINES 


ind PATTERN DRAW 
‘Dush-Button Controls 


ic 








ng 
aw. 


1C. 





peration 


LOW UPKEEP 


All draw pins and guide bushings are case hard- 
ened and ground to precision tolerances for per- 
fect fit and smooth operation. An accurate sys- 
tem of gages and jigs provides interchangeability 
of parts for the same models. 
The low upkeep records of hundreds of foundries 
attest for foresight of Nicholls’ Engineers in de- 
signing inbuilt features that make for long life 
and accurate, dependable performance after years 
of service. As an instance, we point to the dirt- 
proof housings and forced lubrication that are 
provided for all critical parts that might otherwise 
wear quickly and affect permanent alignment and 
satisfactory operation. 
The international acceptance of large numbers of 
Nicholls’ molding machines for many years is evi- 
dence of their productive capacity, combined with 
low upkeep and reliability. 

Write for Literature 


The pattern has been drawn, the pressure 
head returns to the out position and automat- 
ically pulls the finished mold onto the roller 
extension. 


GUARANTEED 
WORKMANSHIP 


Smooth sensitive operation 
is built into all moving parts 
of Nicholls molding § ma- 
chines by expert mechanics, skilled in their 
specialized tasks. Close tolerances assured by 
a system of accurate jigs and fixtures. 











SHORT CUTS to 


foundry cost reduction 


New Model 40 
Air-weight Controller 
— designed for today's higher operating pres- 
sures, increased production rates, mechanical 
charging, and variable material sizes. 


AIR WEIGHT 
CONTROLLER 
b 


DIAPHRAGM 


ORIFICE 
PLATE 


L14 








Save Pigging - Save Fuel-Save Rejects 
with FOXBORO AIR WEIGHT 
CONTROL Here’s a simple way to effect important 


savings in cupola operation. The Foxboro Air Weight Control- 
ler accurately controls the blast by weight of air... supplies 
precisely the correct amount of oxygen for the coke charge. It 
automatically compensates for variations in atmospheric tem- 
perature and pressure... makes every day a good pouring 
day! That means better combustion, more uniform heats and 
uniformly better castings. And you save the time and fuel 
wastes of needless pigging. Over 1300 cupolas are now 


equipped with Foxboro Air Weight Controllers. 


EXHIBITED AT THE FOUNDRY SHOW 
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Keep dew point constant 

in blast air, with the 

FOXBORO BLAST HUMIDITY RECORDER 
OR CONTROLLER 


A Foxboro Dewcel*, in conjunction with a 
Dynalog Recorder, makes a continuous, accurate 
record of the blast air dew point. With a 
Controller, either a constant high moisture content 
can be maintained very simply (by control of 
steam or water spray), or dehumidifying equipment 
can be controlled to maintain constant low dew 
point. Simple to install, dependable in operation, 
moderate in cost. Foxboro’s unique Dewcel is 

used with Dynalog Recorder illustrated at right. 


*Trade-Mark 


0) 9510) 5 


Reg ( S Pat Of 


INSTRUMENTS 






FACTORIES IN THE UNITED STATES, CANADA AND ENGLAND 


Stop cupola troubles 
before they start, with the 
FOXBORO WINDBOX PRESSURE RECORDER 


Continuous pressure records provided by this 
instrument enable operators to keep tabs on 
cupola conditions. They immediately reveal any 
blast restrictions, such as clogged tuyeres or 
bridging over of the charge... save production 
losses by permitting prompt correction of 

the trouble. Proven in hundreds of foundries, 
simple sturdy Foxboro Windbox Pressure Recorder 
can help cut costs on any cupola. 





OTHER FOXBORO INSTRUMENTS FOR THE 
FOUNDRY INCLUDE EQUIPMENT FOR CONTROL OF: 


Core oven temperatures — Sand dryer temperatures — Plant 

air system pressures — Annealing and normalizing temperatures 
— Plating and cleaning bath temperatures — Non-ferrous 
pouring ladle temperatures. Write the Foxboro Company, 
325 Neponset Ave., Foxboro, Mass., U.S.A. 
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for casting 
ALUMINUM BRONZE 
MANGANESE BRONZE 
SILICON BRONZE 





efficient—simple operation 
produces better castings 
at lower cost 








Rejected castings are costly in time, 
money and effort. Sound castings 
mean sound business for you. 
FOSECO ALBRAL added to Alumi- 
num, Manganese and Silicon Bronzes 
will help you obtain perfect results 
from these normally difficult casting 
alloys. 


NENTS oy 
pRE i 
FORMATICY COMPOSITION 
oF Oxid ALBRAL ff. 
L re- moves Ox ¢ 


A 
ALBR alto 





TRY FOSECO ALBRAL 
AT OUR RISK! 


You be the judge. Order a 50 pound 
trial of FOSECO ALBRAL today. Use 
it in your own foundry. If not com- 
pletely satisfied with the results, tell 
us—and we will cancel the invoice. 
You can’t lose—so order today! 



















FOUNDRY 
SERVICES, Inc. 


280 Madison Ave., Dept. F 
New York 16, N.Y. 
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Readers’ COMMENT 


Cupola vs. Electric Furnace 
TO THE EDITORS: 


In the February issue of FOUNDRY, 
in the “Question and Answer’ sec- 
tion, there was a 
brief discussion (in 
response to a ques- 
tion) concerning 
the comparative 
costs of electric 
furnace and cupola 
melting. I believe 
that the limitation 
of space in answer- 
ing such questions may have led to 
some confusion in regard to the true 
picture concerning comparative costs. 
I think it would prove interesting for 
parties desiring fuller information to 
read the entire article you referred 
to. This was in the February, 1949 
issue by A. W. Gregg, and it would 
probably give them a clearer picture 
of the comparable costs. 

On reading the entire article it 
would develop that in many instances 
electric furnaces can, and do, produce 
metal cheaper than the cupola. 

It should also be mentioned in com- 
paring the cost of electric melting vs. 
cupola melting, that the proper com- 
parison should be made on the basis 
of cost of metal in good castings, 
rather than what might be actually 
termed just “melting costs.’’ Ordi- 
narily, if one merely compares the 
cost of coke plus wind in the case 
of the cupola, with the cost of elec- 
tric power plus electrodes in the elec- 
tric furnace, it presents a rather un- 
favorable picture for the electric fur- 
nace, if the comparison stops at that 
point. On this basis, almost without 
fail, the cupola appears to be the 
cheapest melting means. 

On the other hand, the proper com- 
parison should be made on the basis 
of metal in good castings. On that 
basis it would be found that the elec- 
tric furnace can and does compare 
favorably with the cupola, and in 
numerous cases shows lower melting 





costs. 

There are several reasons for this. 
First is the fact that the electric 
furnace can be operated on cheaper 
and lower grade charges than is the 
case with the cupola. Second, with 
the electric furnace a much better 


yield of good finished castings re- 


sults. This is due to the fact that one 
has constant control over both tem- 
perature and analysis. There are 
fewer mis-runs and defective cast- 
ings. The castings are of the desired 
analysis, and in addition, the electric 
furnace offers the conveniences of 
having an available reservoir space 
for return of metal in case of delays 
on the foundry floor. There is no need 
to pig the metal and remelt it, as is 
the case with the cupola. 

While the cupola has been a tried 
and proven piece of melting equip- 
ment, it does have definite limitations, 
and in general one does not have too 
close control over analysis and temper- 
ature. Once the charge is placed in the 
cupola the operator is obliged to ac- 
cept just about what comes out. If a 
change in analysis is desired it is 
most difficult, or impossible, to make. 
Such is not the case with the electric 
furnace where a change or adjust- 
ment in the analysis can be made at 
any time, and the temperature can 
be adjusted to just the desired point. 

H. H. WATSON 
Sales Manager 
Pittsburgh Lectromelt Furnace Corp. 
P. O. Box 1257 
Pittsburgh 30 


* * ® 


OPS Advisory Committee 


To THE EDITORS: 

Congratulations on the excellent 
coverage and material in the March 
1952 FOUNDRY. We have noted one 
omission, however. Erwin R. Jones, 
Lakey Foundry & Machine Co., Mus- 
kegon, Mich., is a member of the 
Gray Iron Foundry Advisory Com- 


mittee to the OPS. 
D. H. WORKMAN 


Executive Vice President 
Gray Iron Founders’ Society Inc. 
Cleveland 14 


* * * 


Exchange of Information 


To THE EDITORS: 

We have read with considerable in- 
terest the article “Insulation Increas- 
es Riser Efficiency” which appeared 
in the December, 1950 issue of 
FOUNDRY, and would like to have 
more details about the material. Is 
it a special product sold in your 
country or can it be prepared by the 

(Concluded on page 118). 
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and 


TAM 


May 


CUTS CLEANING COSTS TO 
THE BONE .. . Because of its high fusion point... 
(well above 4000°F) TAM ZIRCONITE SAND ends burning-in 
and metal penetration of cores and molds. Easier shake-outs are 
promoted. These and other advantages will make it worthwhile 


for you to get detailed facts from our New York City office. 


TAM d ZIRCONITE are registered trademarks 


May 1952 


TAM 
PRODUCTS 


U. S. Pat. Off. 


TITANIUM ALLOY MFG. DIVISION 


NATIONAL LEAD COMPANY 
Executive and Sales Offices: 111 BROADWAY, NEW YORK CITY 
General Offices, Works and Research Laboratories: NIAGARA FALLS, N.Y 


117 





HAUSFELD 
FURNACES 





FOR ALL-OUT propuction 


IN NON-FERROUS FOUNDRIES 


Provide the 
Utmost in Speed 
Production 
and Safety 


FURNACES FOR 

BRASS «© ALUMINUM ¢ MAGNESIUM 
AND ALL OTHER : 
NON-FERROUS ALLOYS 


The Campbell-Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 


(Concluded from page 116) 
user, and how? 

We recently have made some tria!s 
with an English product but have 
the impression it is something with 
an aluminum and magnesium base 
and, fearing contamination of the 
metal in the risers, stopped the trials 
although we did reduce the weight 
of the risers about 75 per cent. How- 
ever, the English product is expen- 
sive. 

With reference to previous corres- 
pondence, we have had very good 
results with the “Connor” system in 


bronze castings, as shown in the ac- 
companying illustration of a _ valve 
body showing the riser attachment. 
MARIO GALLIENI 
Technical Manager 
Gallieni Vigano’ & Marazzo 
Milan, Italy 


Editor’s Note:—Briefly the material generally 
used for insulating sleeves is casting plaster 
composed of about four parts gypsum and one 
part fibrous tale by weight with or without 
foaming agents to provide minute air bubbles 
after the plaster sets. The insulating sleeves 
mentioned in the article are a _ product of 
Exomet Inc., Conneaut, O. English product re- 
ferred to evidently is an exothermic material 
which forms a refractory, and we understand 
that it does not contaminate the metal with 
which it comes in contact. 

The ‘‘Connor’’ system mentioned by Sr. 
Gallieni and shown in the accompanying illus- 
trations employ a sizable cubical block or riser 
into which the sprue is gated. The block is 
attached to the casting by an _ overlap of 
about 1/16-in. Previous reference to this 
method appeared in ‘‘Foundry Developments” 
department in the January, 1951 issue, page 
136. 

* * * 


Wrong Number 


To THE EDITORS: 

In the article Develops Pressurized 
Cupola presented on pages 152-3-4 in 
the February issue of FOUNDRY, the 
statement appears: ‘The top tem: 
perature of a blast furnace rarely ex 
ceeds 350° F. The top temperature 
of a cupola often exceeds 800° F. 
Obviously this is a missprint. The 
correct figure for the cupola as give! 
by the author in the original manu 
script is 1800° F. 

ERNEST F. FISHER 
3007 Hast 17th Street 
Tucson, Ariz. 
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FOUNDRY EQUIPMENT 


for Heavy-Duty Foundry Work 


Yo. 160 Heavy-Duty 
Casting Truck. 





Also Flask Pins (all types) .. . 
Hardened Steel Bushings .. . 


Malleable Clamps . . . Steel Bot- 7 a 3 ee — y A3YEARS ° ) 


tom Boards .. . Steel Core Plates 
, y 
—. - 2 \ 
sles | 
= ee 
te 


. .. Squeeze-in Boards . . . Upsets 
aa 


. Bands .. . Slag Buggies . . . 
1909 adg/iull 1952 


Casting Carts... Steel Wheels... 
Various Types of Wheelbarrows. 








Got Any Problems? 


LUCTUATING demand for the products of industry, which has been 

brought about by government action in the areas of both procurement 

and controls, emphasizes the importance of maintaining progress in both 
practice and product. In the field of castings, many foundries must seek the 
best in methods, materials and machinery to meet tremendous demands for 
castings occasioned by defense and defense-supporting activities. Other pro- 
ducers of castings, who do not have defense work, need to secure similar im- 
provements in production procedures if they are to meet the competition re- 
sulting from a slackening in demand for civilian goods. 

Information of considerable value in helping the foundry industry solve 
these diversified problems will be available at the 1952 International Foundry 
Congress and Show to be staged at Atlantic City, May 1-7, under the auspices 
of the American Foundrymen’s Society. Broad scope of the technical program, 
magnitude of the exhibits of foundry equipment and supplies, and indications 
of a record attendance during the week’s activities, are factors assuring 
success of the 1952 congress. 

The technical program will include over 100 papers and committee reports 
to be presented at formal sessions, roundtable discussions and shop courses. 
An excellent review of recent technical and practical progress, and a view of 
future production trends, will be provided by this phase of the congress 
program. Because this is an international meeting and a sizable delegat:on 
of overseas foundrymen will be present, the program will include numerous 
papers sponsored by other members of the International Committee of Foundry 
Technical Associations. 

The exhibition of foundry equipment and supplies will require 100,000 
sq ft of space, all located on the main area floor of Atlantic City’s great 
Convention Hall. With a record number of exhibitors and indication of con- 
siderable new equipment on display, the 1952 show promises to excel ere, 
exhibits in indicating the path of future progress. si 

Social features of the convention have not been neglected. Important 
events include the International Banquet, the Chapter Officers and Directors 
Dinner, the International Reception and the Alumni Dinner. A special program, 
including a tea, a musicale and a luncheon and fashion show, will be provided 
for the approximately 1000 ladies expected to attend. 

It is going to be a great foundry week—one that all foundry management 
and supervisors cannot afford to miss. If you have foundry problems, maybe 
you can find their solution at Atlantic City. 
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SEEK BETTER CASTING PRACTICE 








ORLD foundrymen will meet in Atlantic City, N. J., May 1-7, seeking 

improved methods, equipment and materials for producing better quality 

castings more efficiently. Their host—-for the first time since 1934 
will be the American Foundrymen’s Society. This International Foundry Con- 
gress and Show gives indications of being the most comprehensive of the 56 
annual meetings of the AFS from the standpoints of both the technical program 
and the exhibit of plant facilities and supplies. 

Convention Hall on Atlantic City’s Boardwalk will be the center of 
the week’s activities. It will serve as AFS headquarters for registration; the 
Foundry Show will be staged there, and technical sessions other than round- 
table luncheons will be held in its meeting rooms. The hall’s ballroom will be 
the site of the AFS annual business meeting Saturday morning, May 3, as well 
as the International Banquet that evening. 

Registration starts at 8:30 a.m. Thursday, May 1, and the Foundry Show 
opens at 9:30 a.m. Registration fees for the week will be $2 for AFS members 
and $5 for nonmembers. No fee will be charged those from outside continental 
North America. 

Presence of several hundred visitors from abroad will help to swell atten- 
dance at the congress. Occasion for the interest on the part of foreign foundry- 
men is that this is the annual congress scheduled by the International Committee 
of Foundry Technical Associations, of which the AFS is a charter member. 
While an International Congress was held in Detroit in 1926 and in Philadelphia 
in 1934, the war prevented an earlier return to the United States as the site 
for the affair. Member countries of the International Committee of Foundry 
Technical Associations, in addition to the United States, include Belgium, 
France, Germany, India, Italy, Netherlands, Norway, Sweden, Switzerland and 
the United Kingdom. 

The AFS, in co-operation with the government’s Mutual Security Agency, 
arranged for two study tours by foreign delegates to leading foundry centers 
prior to the congress. Many visitors arrived in New York from abroad, Apr. 18, 
to begin their inspection of foundries in Cleveland, Chicago, Cincinnati, Buffalo 
and Detroit. Overseas guests will be tendered a reception by the AFS Sunday 
afternoon, May 4, at Atlantic City. 

Feature Events—Official opening of the congress will take place Thursday 
morning at 11:45 at Convention Hall arena. Presiding will be Chester V. Nass, 
vice president, Beardsley & Piper Division of Pettibone Mulliken Corp., Chicago, 
who, as president of the National Castings Council, is serving as chairman of 
the International Congress Committees. Timetable and details of subsequent 
events on the week’s program start on page 126 of this issue. 

AFS President Walter L. Seelbach, president, Superior Foundry Inc., Cleve- 
land, will give his annual report to the society membership at the business 
meeting Saturday morning. This will be followed by the awarding of prizes 
to winners in the 1952 AFS apprentice contest, and the election of officers and 
directors of the society for 1952-53. Nominees for these posts, as selected by 


the Nominating Committee, are: 








LECTURER 


JOHN 8S. BUGAS, vice president-industrial relations, Ford Motor Co., Dearborn, Mich., 
will present the 1952 AFS Charles Edgar Hoyt Annual Lecture at the International 





Foundry Congress in Atlantic City. Mr. Bugas’ lecture, entitled “Frontiers in In- 
dustrial Relations,” will be given at Convention Hall immediately fol!owing the an- 
nual business meeting of the society on Saturday morning, May 3. 

Mr. Bugas, born in Wyoming in 1908, was educated in that state and was gradu- 
ated with honors from the law school of the University of Wyoming. Following ad- 
mittance to the Wyoming bar, he was associated for a short time with a law iitm in 
Cheyenne, Wyo. He resigned in 1935 to accept appointment as a special agent of 
the Federal Bureau of Investigation. For three years he served with the FBI in 
various sections of the United States including Washington, Los Argeles, Birming- 
ham and Omaha, Nebr., in addition to a post at Juneau, Alaska. Subsequently he 
was assigned as special agent in charge of the Detroit office in 1938. 

Mr. Bugas resigned from federal service in 1944 to join the Ford Motor Co 
where he was ramed director of industrial relations the following year. In 1946 
he was named to his present position as president in charge of industrial relations. 


He has been a director of the company since 1950. Mr. Bugas served as chairman 


JOHN S. BUGAS 


President, I. R. Wagner, Electric Steel Castings Co., 
Indianapolis, and currently national vice pesident; 
vice president, Collins L. Carter, Albion Malleable Iron 
Co., Albion, Mich. Directors for three years: Mar- 
tin A. Fladoes, Sivyer Steel Castings Co., Milwaukee; 
Walter J. Klayer, Aluminum Industries Inc., Cincin- 
nati; J. O. Klein, Texas Foundries Inc., Lufkin, Tex.; 
A. D. Matheson, French & Hecht Division, Kelsey- 
Hayes Wheel Co., Davenport, Iowa; H. G. Robertson, 
American Steel Foundries, Alliance, O. Director for 
one year: Retiring President Seelbach. 

The Charles Edgar Hoyt Annual Lecture, to fol- 
low the business meeting, will be given by John S. 
Bugas, vice president-industrial relations, Ford Motor 
Co., Dearborn, Mich., on “Frontiers in Industrial Re- 
lations.” 

International Banquet—Record attendance for an 
AFS banquet appears assured for the International 
Banquet Saturday evening. Featuring the program 
will be the awarding of AFS gold medals and hon- 
orary life memberships. Details concerning the re- 


of the Security Survey Panel of the Atomic Energy Commission in 1950. 
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cipients of these honors will be found starting on 
page 138. Another presentation, that of the Award 
of Honor of International Committee of Foundry 
Technical Associations, will be made: by its donor, 
Comm. Mario Olivo, Milan, Italy. A change in the 
banquet program this year will substitute well known 
professional entertainers for the customary banquet 
speaker. 

Dinner Meetings—William J. Grede, president, 
Grede Foundries Inc., Milwaukee, and recently elect- 
ed president of the National Association of Manufac- 
turers, will address the annual Alumni dinner, Mon- 
day evening, May 5. He will speak on “Our Free En- 
terprise.”” This dinner will be open to all interested; 
at past conventions it was limited to members of the 
AFS Alumni—present and past officers, directors and 
recipients of medals and honorary life memberships. 

Other dinner meetings scheduled include the Chap- 
ter Officers and Directors dinner Friday evening, the 
annual Canadian dinner Sunday evening and an In- 
ternational Education Dinner Tuesday evening. Speak- 
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TOM MAKEMSON 


TOM MAKEMSON, secretary of the Institute of British Foundrymen, is observing his 
25th year of continuous service to the International Committee of Foundry Tech- 
nical Associations, which will hold its annual meeting during the AFS International 
Foundry Congress in Atlantic City. Mr. Makemson was present at the inaugural 
meeting of the International Committee in Brussels in 1927; he was named honorary 
secretary of the committee at that time and has continued in the post ever since. 

Entering the foundry industry as an apprentice patternmaker, Mr. Makemson 
later enrolled at Manchester College of Technology and was awarded the diploma of 
associate of the college in metallurgy. He returned to Metropolitan Vickers Elec- 
trical Co., where he had worked for a time as journeyman patternmaker, and served 
in the foundry, as an apprentice instructor and in the research department. Mr. Mak- 
emson became a member of the Institute of British Foundrymen in 1917. Nine years 
later he resigned his position with Metropolitan Vickers to accept appointment as 
IBF secretary. In the last 25 years he has seen the membership of the organization 
grow from 1600 to 5000. 

Mr. Makemson was loaned during World War II to the British Ministry of Sup- 
ply, subsequently becoming director for iron castings. As such he was responsible 
first for the conversion of British iron foundries to wartime production and later 
initiated the reverse process of returning them to peacetime production. For these 
services King George VI created him a member of the Order of the British Empire. 
In 1947 he was awarded the E. J. Fox Gold Medal of the IBF .in recognition of his 
outstanding services to the British foundry industry as secretary of the institute. 
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ers at the latter will be Noel P. Newman, past presi- 
dent, and Tom Makemson, secretary, Institute of 
British Foundrymen. 


Ladies Entertainment—The largest number of lady 
visitors to attend an AFS convention wil] be attracted 
to Atlantic City, and various events will be provided 
for their entertainment. A special committee, made 
up largely of the entertainment chairmen of past 
conventions, will maintain registration headquarters 
at the Sun Deck of Hotel Traymore from Thursday 
morning through Monday noon. This year’s program 
opens with the annual AFS tea Friday afternoon, 
with Mrs. Harry W. Dietert chairman and Mrs. Con- 
nor B. Shanley and Mrs. John R. Wark co-chairmen. 
The International Banquet Saturday evening will be 
the week’s social high light. Sunday afternoon a 
musicale is scheduled under the chairmanship of Mrs. 
Frank G. Steinebach, with Mrs. Alfred A. Diebold 
and Mrs. Arthur J. Tuscany serving as co-chairmen. 
An international luncheon and fashion show Monday 
noon will have Mrs. R. C. S. Potter as chairman and 
Mrs. Howard J. Williams and Mrs. A. L. Hunt as co- 
chairmen. Ladies also are invited to the internation- 
al reception Sunday afternoon and the Alumni dinner 
Monday evening. 

Technical Program—Foundrymen seeking informa- 
tion on latest developments in casting practice will 
find a wide range of subjects to select from in the 
technical program arranged for the International 
Congress. Of added interest is the fact an unusually 
large number of papers by foreign foundrymen will 
be presented. Since the congress extends over seven 
days it has been possible to schedule the various tech- 
nical sessions during the daytime; the practical shop 
courses held in the evening at former conventions 
will be conducted in the afternoon this year. 

All sessions related to nonferrous castings are 
scheduled for Thursday, Friday and Saturday. Gray 
Iron Division sessions will be held Sunday, Monday, 
Tuesday and Wednesday; Malleable Friday, Saturday 
and Monday; Steel Monday, Tuesday and Wednes- 
day; Patterns Friday and Saturday. Sand sessions 
extend through the seven days and those of general 
interest from Friday through Tuesday. 

Gray Iron: This division will hold eight technical 
sessions, two shop courses and a roundtable luncheon. 
Several papers will deal with cupola operation, in- 
cluding the basic-lined cupola and metallurgical blast 
cupola. Other subjects include fluidity of cast iron, 
influence of phosphorus on hot tear resistance, nodu- 
lar iron, effects of cerium on graphite formation, 
gases and blowholes, and gating and risering. Shop 
course subjects will treat mechanics of tuyeres and 
scrap control. 

Aluminum and Magnesium: Four technical ses- 
Slions and a roundtable luncheon of the light metals 
division will cover such subjects as aluminum cast- 
ing defects, heat treatment of magnesium alloy cast- 
ings, investment casting, plaster casting, mechanical 
properties of Mg-Zn-Zr alloys, zinc in aluminum cast- 
ing alloys, and the division’s new research film, ‘Ef- 
fect of Gating Design on Casting Quality.” 

Brass and Bronze: Featuring a shop course ses- 
Sion sponsored jointly by (Please turn to page 190) 


May 1952 


Committee Meetings 


Various committee meetings of the American 
Foundrymen’s Society and the International Committee 
of Foundry Technical Associations will be held during 
the International Foundry Congress in Atlantic City. 
The schedule follows: 


THURSDAY, MAY 1 


10 a.m.—Aluminum and Magnesium Division Casting 
Requirements Committee 


3 p.m.—Brass and Bronze Division annual business 
meeting 


FRIDAY, MAY 2 


10 a.m.—Educational Division College Research 
Projects Committee 


3 p.m.—Aluminum and Magnesium Divis‘on annual 
business meeting 


3 p.m.—Pattern Division annual business meeting 
4 p.m.—Malleable Division Research Committee 


SATURDAY, MAY 3 
2 p.m.—International Committee (main committee) 


2:30 p.m.—International Committee (Dictionary of 
Foundry Terms Subcommittee) 


SUNDAY, MAY 4 


10 a.m.—International Committee (Cast Iron Testing 
Methods Subcommittee) 


10 a.m.—Gray Iron Division annual business meeting 


10 a.m.—Educational Division Apprentice Contest 
Committee 


10 a.m.—Aluminum and Magnesium Division Test Bar 
Committee 


10 a.m.—Sand Division annual business meeting 
10 a.m.—Annual Lecture Committee 


12 noon—International Committee (Foundry Defects 
Subcommittee) 


2 p.m.—International Comm‘ttee of Foundry Technical 
Associations 


2 p.m.—AFS Board of Directors Technical Policy 
Committee 


2 p.m.—Educational Division annual business meeting 


2 p.m.—Fluidity Testing Committee 


MONDAY, MAY 5 
2 p.m.—Sand Division Committee 8-J 
2 p.m.—Time Study and Methods Committee 
3 p.m.—Malleable Division annual business meeting 
4 p.m.—Sand Division Flowability Committee 


TUESDAY, MAY 6 


10 a.m.—Sand Division Deformation Committee 


WEDNESDAY, MAY 7 


3 p.m.—Steel Division annual business meeting 
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THURSDAY, MAY 1 


$:30 a.m.—Registration begins, Convention Hall 


10 a.m.—Ladies’ registration begins, Sun Deck, Hotel 
Traymore 


11:45 am.—Official Opening Ceremony, arena, Conven- 
tion Hall. Presiding, C. V. Nass, chairman, Interna- 
tional Congress Committees. 


12 noon—Brass and Bronze Roundtable Luncheon 


Presiding, B. A. Miller, Baldwin-Lima-Hamilton Corp., 
Philadelphia; co-chairman, H. L. Smith, Federated 
Metals Division, American Smelting & Refining Co., 
Pittsburgh 

Subject: Practical Problems—Take Your Pick 


2 p.m.—Aluminum and Magnesium Session 


Presiding, A. Cristello, American Light Alloys Inc., 
Little Falls, N. J.; co-chairman, A. T. Peters, Dow 
Chemical Co., Bay City, Mich. 

p.m.-—Aluminum Casting Defects—Their Identifica- 
tion, Causes and Cures—D. L. LaVelle, American 
Smelting & Refining Co., Barber, N. J. 

:35 p.m.—Heat Treatment of Magnesium Alloy Cast- 
ings—E. M. Gingerich, Aluminum Co. of America, 
Cleveland. 

3:10 p.m.—Alloying Zirconium to Magnesium—W. P. 
Saunders and F. P. Strieter, Dow Chemical Co., 
Midland, Mich. 
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4 p.m.—Aluminum and Magnesium Session 


Presiding, Hiram Brown, Solar Aircraft Co., Des 
Moines, Iowa; co-chairman, W. E. Sicha, Aluminum 
Co. of America, Cleveland 

4 p.m.—Investment Casting of Aluminum—H. Rosen- 
thal and S. Lipson, Pitman-Dunn _ Laboratories, 
Frankford Arsenal, Philadelphia 

4:50 p.m.—Some Practical. Applications of Permeable 
Metal Casting Plaster—_-R. F. Dalton, United States 
Gypsum Co., Chicago 


4 p.m.—Sand Shop Course—Nonferrous 


Presiding, W. B. Scott, National Bearing Division, 
American Brake Shoe Co., Meadville, Pa.; co-chair- 








man, J. W. Clarke, General Electric Co., Erie, Pa 
Subject: Synthetic vs. Naturally Bonded Sands. Discus- 
sion Leaders: F. S. Brewster, Harry W. Dietert Co., 
Detroit; C. A. Sanders, American Colloid Co., Chi- 
cago; H. F. Taylor, Massachusetts Institute of Tech- 
nology, Cambridge, Mass.; H. H. Fairfield, Wm 
Kennedy & Sons Ltd., Owen Sound, Ont., Canada 


FRIDAY, MAY 2 


10 a.m.—Aluminum and Magnesium Session 


Presiding, W. J. Klayer, Aluminum Industries Inc., 
Cincinnati; co-chairman, T. E. Kramer, William F. 
Jobbins Inc., Aurora, II. 

10 a.m.—Mechanical Properties of Sand Cast Mag- 
nesium-Zinc-Zirconium Alloys—J. F. Hildebrand and 
F. P. Strieter, Dow Chemical Co., Midland, Mich. 

10:35 a.m.—High Strength Non Heat-Treated Alumi- 
num Casting Alloys—Walter Bonsack, Christiansen 
Corp., Chicago 

11:10 a.m.—-Zine in Aluminum Casting Alloys—D. L. 
Colwell, Apex Smelting Co., Chicago 


10 a.m.—Brass and Bronze Session 


Presiding, G. P. Halliwell, H. Kramer & Co., Chicago; 
co-chairman, H. J. Roast, foundry consultant, Lon- 
don, Ont., Canada 

10 a.m.—Effects of Gating Practice on Leak Tightness 
of 85-5-5-5 and 81-3-7-9 Alloy Castings—J. G. Kura, 
Battelle Memorial Institute, Columbus, and L. W. 
Eastwood, Kaiser Aluminum & Chemical Corp., Spo- 
kane, Wash. 

10:50 a.m.—Influence of Aluminum on Properties 0} 
Cast Gun-Metal and Removal of Aluminum by Slay 
—Official Swedish Exchange Paper, A. V. Larsson, 
AB Svenska Metallverken, Vasteras, Sweden. 


10 a.m.—Pattern Session 


Presiding, H. E. Lees, Whitin Machine Works, Whitins- 
ville, Mass.; co-chairman: Vaughan C. Reid, City 
Pattern Foundry & Machine Co., Detroit 

10 a.m.—Coreboxes from Core Plugs—J. E. Mathias, 
Accurate Match Plate Co., Chicago 

10:50 a.m.—Patternmaking to Compensate for Shrink 








Allowance—M. K. Young, United States Gypsum Co 
Chicago 
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10 a.m.—Sand Session 


Presiding, C. C. Sigerfoos, Michigan State College, 
East Lansing; co-chairman, V. M. Rowell, Archer- 
Daniels-Midland Co., Cleveland 

10 a.m.—Olivine Application in the Foundry—G.. S. 
Schaller, University of Washington, Seattle. 

10:35 a.m.—The Mechanism of Bonding in Foundry 
Molding Sands—L. M. Diran and H. F. Taylor, Mas- 
sachusetts Institute of Technology, Cambridge 

11:10 a.m.—Practical Aspects of Olivine as a Molding 
Material—Official Norwegian Exchange Paper—John 
Sissener and Bjorn Langum, A/S Myrens Verksted, 
Bentsbrought, Oslo, Norway. 


12 noon—Aluminum-Magnesium Roundtable Luncheon 


Presiding, W. E. Sicha, Aluminum Co. of America, 
Cleveland. Discussion leacers: (Aluminum)—T. D. 
Stay, Reynolds Metals Co., Cleveland; (Magnesium) 
—C. C. Hitchcock, R. C. Hitchcock & Sons Inc., Min- 
neapolis. Subject: Sand Casting Practice for Alu- 
minum and Magnesium Alloys 


12 noon—Pattern Roundtable Luncheon 


Presiding, E. T. Kindt, Kindt-Collins Co., Cleveland; 
co-chairman: A. F. Pfeiffer, Allis-Chalmers Mfg. Co., 
Milwaukee. 

Pattern Apprentice Training Program—F. W. Burg- 
dorfer, Missouri Pattern Works, St. Louis. 

New Methods in Metal Patternmaking—H. J. 
son, Industrial Pattern Works, Chicago. 


Jacob- 


2 p.m.—Brass and Bronze Session 


Presiding, C. A. Robeck, Gibson & Kirk Co., Baltimore; 
co-chairman: B. F. Shepard, Ingersoll-Rand Co., Phil- 
lipsburg, N. J. 

p.m.—Effects of Mold Materials on Leak Tightness 
and Mechanical Properties of 85-5-5-5 and 81-3-7-9 
Alloy Castings—J. G. Kura, Battelle Memorial In- 
stitute, Columbus, and L. W. Eastwood, Kaiser Alu- 
minum & Chemical Corp., Spokane, Wash. 

:50 p.m.—Fracture Characteristics and Melt Quality 
of 85-5-5-5 Red Brass and Other Copper-Base Alloys 
—Research Progress Report—C. Upthegrove, Uni- 
versity of Michigan, Ann Arbor, and F. B. Rote, 
Albion Malleable Iron Co., Albion, Mich. 
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*» p.m.—Malleable and Refractories Session 
(Jointly Sponsored by Malleable Division and 
Refractories Committee) 


Presiding, W. G. Ferrell, Auto Specialties Mfg. Co., 
St. Joseph, Mich.; co-chairman: Eric Welander, Un- 
ion Malleable Iron Works, East Moline, III. 
p.m.—Refractory Practice as Applied to Malleable 
Duplexing—C. W. Meyer, Central Foundry Division, 
Saginaw Malleable Iron Plant, Saginaw, Mich. 
:35 p.m.—Air Furnace Refractory Practice in Cupola- 
Air Furnace Duplexing—W. C. Corbeau, National 
Malleable & Steel Castings Co., Cleveland. 
3:10 p.m.—Refractories Applied to Batch Type Air 
Furnaces—C. O. Schopp and P. F. Ulmer, Link- 
Belt Co., Indianapolis. 
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4 p.m.—Sand Shop Course—Nonferrous 


Presiding, R. H. Jacoby, the Key Co., East St. Louis, 
Ill.; co-chairman, B. N. Ames, New York Naval 
Shipyard, Brooklyn. 

Subject: Symposium on Shell Molding. Discussion lead- 
ers: Vaughan C. Reid, City Pattern Foundry & Ma- 
chine Co., Detroit; R. W. Crannell, Lehigh Foundries, 
Inc., Easton, Pa.; N. A. Kahn, New York Naval Ship- 
yard, Brooklyn; E. N. Harrison, Econocast, Inc.., 
Chattanooga, Tenn.; H. K. Salzberg, Borden Co., 
Bainbridge, N. Y. 





6:30 p.m.—Chapter Officers and Directors Dinner 
Presiding, AF'S President Walter L. Seelbach 


SATURDAY, MAY 3 


9:30 a.m.—Annual Business Meeting, ballroom, Conven- 
tion Hall 
Presiding, AFS National President W. L. Seelbach. 
Welcome to international delegates 
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President’s annual address 
Apprentice contest awards 
Election of officers and directors 


11 am.—Charles Edgar Hoyt Annual Lecture, ballroom, 
Convention Hall 
Frontiers in Industrial Relations—John S. Bugas, vice 
president, industrial relations, Ford Motor Co., Dear- 
born, Mich. 


12 noon—Exhibits open 


2 p.m.—Pattern Session 

Presiding, V. J. Sedlon, Master Pattern Co., Cleve- 
land; co-chairman, H. C. Swanson, Arrow Pattern & 
Foundry Co., Chicago 

2 p.m.—Practical Construction of Wood Patterns—Wal- 
ter Siebert, Elyria Foundry Division, Industrial 
Brownhoist Co., Elyria, O. 

2:50 p.m.—Patterns for Malleable and Steel Found- 
ries—J. M. Kreiner, National Malleable & Steel Cast- 
ings Co., Cleveland 


w 


p.m.—Sand Session 

Presiding, H. J. Williams, New Jersey Silica Sand Co., 
Millville, N. J.; co-chairman, Stanton Walker, Na- 
tional Industrial Sand Association, Washington 
p.m.—Mineral Perlite and Its Uses in the Foundry 
E. D. Boyle and H. R. Wolfer, Puget Sound Naval 
Shipyard, Bremerton, Wash. 

:35 p.m.—Influence of Specimen Tube Loading and 
Riddle Size on Molding Sand Test Results—D. I. Hui- 
zenga, Albion Malleable Iron Co., Albion, Mich., and 
K. E. Spray, U. S. Bureau of Ships, Washington 

:10 p.m.—A Study of the AFS Fineness Te st—Offi- 
cial Exchange Paper, Institute of Australian Found- 
rymen (Victoria Division)—-H. A. Stephens, Com- 
monwealth Scientific and Industrial Research Organ- 
ization, Melbourne, Australia 
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p-m.—Aluminum and Magnesium Session 


Presiding, R. F. Thomson, Research Laboratories Divi- 
sion, General Motors Corp., Detroit; co-chairman: 
T. D. Stay, Reynolds Metals Co., Cleveland 

3 p.m.—AFS Aluminum and Magnesium Research 
Progress Report—motion picture, Effect of Gating 
Design on Casting Quality—K. Grube and J. H. Jack- 
son, Battelle Memorial Institute, Columbus 


p-m.—Brass and Bronze Session 


Presiding, W. A. Mader, Oberdorfer Foundries Inc., 
Syracuse, N. Y.; co-chairman: B. W. Schafer, Detroit 
Electric Furnace Division, Bay City, Mich. 
p.m.—Effect of Lead and Nickel on Grain Size of 
Certain Cast Copper-Base Alloys—R. A. Colton, F. L. 
Turk and D. L. LaVelle, American Smelting & Re- 
fining Co., Barber, N. J. 

3:35 p.m.—Use of Aluminum Bronze in High Pressure 
Castings—T. C. Bunch and G. E. Dalbey, Mare Island 
Naval Shipyard, Vallejo, Calif. 

4:10 p.m.—Melting in High Speed Reverberatory Fur- 
nace—R. G. Carlson and W. B. Scott, National Bear- 
ing Division, American Brake Shoe Co., Meadville, Pa. 


w 


4 p.m.—Malleable Session 


Presiding, W. K. Bock, National Malleable & Steel 
Castings Co., Cleveland; co-chairman: F. B. Fete, 
Albion Malleable Iron Co., Albion, Mich. 

1 p.m.—A Test for Hot Tearing Tendency—AFS Re- 
search Progress Report—A. E. Lange and R. W 
Heine, University of Wisconsin, Madison 








4:50 p.m.—Effects of Melting Furnace Atmosphere on 
Fluidity, Hot Tearing Tendency, and Other Proper- 
ties of Malleable Iron—AFS Research Progress Re- 
port—A. E. Lange and R. W. Heine, University of 
Wisconsin, Madison 


4 p.m.—Safety, Hygiene and Air Pollution Session 


Presiding, A. L. Hunt, National Bearing Division, 
American Brake Shoe Co., St. Louis; co-chairman: 
C. K. Faunt, Christensen & Olsen Foundry Co., 
Chicago 

4 p.m.—Ventilation at Nonferrous Melting and Pour- 
ing Operations”—H. J. Weber, American Brake Shoe 
Co., Chicago 

4:50 p.m.—How to Maintain Foundry Ventilation and 
Dust Collecting Systems—K. M. Smith, Caterpillar 
Tractor Co., Peoria, Il. 


4 p.m.—Sand Session 


Presiding, O. J. Myers, Archer-Daniels-Midland Co., 
Minneapolis; co-chairman: W. G. Parker, Elmira 
Foundry Co., Elmira, N. Y. 

4 p.m.—Influence of Oven Atmosphere on Drying of 
Molds and Baking of Cores—-Georges Ulmer and 
Maurice DeCrop, Centre Technique des Industries de 
la Fonderie, Paris, France 

4:50 p.m.—Flowability of Foundry Sands—tL. M. Diran, 
A. J. Shaler and H. F. Taylor, Massachusetts Insti- 
tute of Technology, Cambridge 


7:30 p.m.—International Banquet, ballroom, Convention 
Hall 
Presiding, Walter L. Seelbach, president, AFS. Presen- 
tation of AFS gold medal awards and honorary life 
memberships. Presentation of Award of Honor of 
the International Committee of Foundry Technical 
Associations. Entertainment program 


SUNDAY, MAY 4 


2 p.m.—Gray Iron Session 


Presiding, J. S. Vanick, International Nickel Co., New 
York; co-chairman: N. A. Birch, National Bearing 
Division, American Brake Shoe Co., Meadville, Pa. 

2 p.m.—A New Process for the Industrial Production 
of Nodular Iron With Low Treatment Costs—Official 
Exchange Paper, Italian Metallurgical Association— 
Carlo Longaretti and Mario Noris, Institute for Side- 
rurgy Finsider, Genoa, Italy 

2:50 p.m.—Production of Heavy Spheroidal Graphite 
Cast Iron Gears—Corrado Galletto, Centro d’Infor- 
mazioni del Nickel, Milano, Italy 

3:10 p.m.—Gases and Naturally Occurring Blowholes 
in Foundry Practice—Official Exchange Paper, As- 
sociation Technique de Fonderie de France—A. M. 
Portevin, Institut de France, Paris. 





5 p.m.—International Reception, Ambassador Hotel 


7 p.m.—Canadian Dinner, Hotel Traymore 


MONDAY, MAY 5 


8 a.m.—National Castings Council annual meeting 
8:30 a.m.—Past Presidents’ breakfast 


10 a.m.—Gray Iron Session 


Presiding, J. D. Sheley, the Black Clawson Co., Ham- 
ilton, O.; co-chairman: R. A. Clark, Electro Metal- 
lurgical Division, Union Carbide & Carbon Corp., 
Detroit 

10 a.m.—How Iron and Steel Melt in a Cupola—H. W. 
Lownie, Jr. and C. T. Greenidge, Battelle Memorial 
Institute, Columbus, and D. E. Krause, Gray Iron 
Research Institute, Columbus ; 

10:35 a.m.—Melting Iron in a Basic-Lined, Water- 
Cooled Cupola—W. W. Levi, Lynchburg Foundry Co., 
Radtord, Va. 

11:10 a.m.—Metallurgical Blast Cupola—Official Bel- 

gian Exchange Paper—Robert Doat, Compagnie Gen- 
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eral des Conduites d’Eau, Liege, Belgium, and M. A. 
DeBock, consulting engineer, Brussels, Belgium 


10 a.m.—Steel Session 


Presiding, C. B. Jenni, General Steel Castings Corp. 
Eddystone, Pa.; co-chairman: Dale Hall, Oklahoma 
Steel Casting Co., Tulsa, Okla. 

10 a.m.—The Substitution of Boron for Alloys in Casi 
Steel—R. A. Dyke Jr., and C. K. Donoho, Americar 
Cast Iron Pipe Co., Birmingham 

10:50 a.m.—Application of Chills to Increase _ the 
Feeding Range of Risers—E. T. Myskowski, H. F 
Bishop and W. S. Pellini, Naval Research Laboratory 
Washington 


10 a.m.—Safety, Hygiene and Air Pollution Session 


Presiding, F. W. Shipley, Caterpillar Tractor Co., Pe- 
oria, 1ll.; co-chairman: J. R. Allan, Internationa! 
Harvester Co., Chicago 

10 am.—The AFS Safety, Hygiene and Air Pollution 
Program—J. R. Allan, chairman, AFS Safety, Hy- 
giene and Air Pollution Committee—lInternationa! 
Harvester Co., Chicago 

10:15 a.m.—Air Pollution and the Foundry Industry- 
H. P. Munger, Battelle Memorial Institute, Columbus 

11 a.m.—dHealth Problems of the Metal Castings In- 
dustry—D. A. Irwin, M.D., Aluminum Co. of America 
Pittsburgh 


10 a.m.—Time Study and Methods Session 


Presiding, L. W. Lehman, John Deere Van Brunt Co., 
Horicon, Wis.; co-chairman, H. R. Williams, Wil- 
liams Management Engineering, Milwaukee 

10 a.m.—Use of Motion Pictures for Foundry Motion 
and Timestudy—M. E. Mundell, Purdue University, 
Lafayette, Ind. 

10:35 a.m.—Application of Motion Pictures for Motion 
and Timestudy in the Foundry—M. T. Sell, Sterling 
Foundry Co., Wellington, O. 

11:10 a.m.—Applied Waste Control Principles—J. R. 
Walley, Helmick and Associates, Canton, O. 


10 a.m.—Malleable Session 


Presiding, W. M. Albrecht, Chain Belt Co., Milwaukee; 

co-chairman, P. F. Ulmer, Link-Belt Co., Indianapolis 

10 a.m.—Effect of Phosphorus Content on Graphitiza- 
tion Rate and Mechanical Properties of Black Heart 
Malleable Iron—J. E. Rehder, Department of Mines 
and Technical Surveys, Ottawa, Ont., Canada 

10:50 a.m.—Malleable Iron Annealing Time Reduced— 
W. G. Wilson and N. F. Tisdale Jr., Molybdenum 
Corp. of America, Pittsburgh 


10 a.m.—Sand Session 


Presiding, J. B. Caine, consultant, Wyoming, O.; co- 
chairman: H. W. Dietert, Harry W. Dietert Co., De- 
troit 

10 a.m.—Pneumatic Reclamation for Foundry Sands— 
C. E. Wenninger, National Engineering Co., Chicago 

10:35 a.m.—Reclaiming Used Molding Sands by Air 
Scrubbing—H. H. Fairfield, J. McConachie, and H. F. 
Graham, Wm. Kennedy & Sons Ltd., Owen Sound, 
Ont., Canada 

11:10 a.m.—Sand Control with Particuler Reference to 
the Prevention of Scabbing—Official Exchange Pa- 
per, Institute of British Foundrymen—W. B. Parkes, 
British Cast Iron Research Association, Birmingham, 
England 


12 noon—Malleable Roundtable Luncheon 


Presiding, J. H. Lansing, Malleable Founders’ Society, 
Cleveland; co-chairman: W. A. Kennedy, the Grin- 
nell Co., Inc., Providence, R. I. 

Subject: Dielectric Core Baking. Discussion leaders: 
K. H. Hamblin, the Grinnell Co., Inc., Providence, 

R. I.; P. C. DeBruyne, Moline Malleable Iron Co., 
St. Charles, Il. 

Subject: Fluidity Tests. Discussion leader: P. C. Ro- 

senthal, University of Wisconsin, Madison 


2 p.m.—Chapter Educational Activities Session 
Presiding, F. G. Sefing, International Nickel Co. Inc., 
New York; co-chairman: E. W. Horlebein, Gibson & 
Kirk Co., Baltimore 
Speakers: Northwestern Pennsylvania Chapter—E. M. 
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Strick, Erie Malleable Iron Co., Erie, Pa.; Southern 
California Chapter—Robert Gregg, Reliance Regu- 
lator Division, American Meter Co., Alhambra, Calif.; 
Philadelphia Chapter—A. N. Kraft, Wilkening Mfg. 
Co., and H. E. Mandel, Pennsylvania Foundry Supply 
& Sand Co., Philadelphia 


2 p.m.—Plant and Plant Equipment Session 


Presiding, James Thomson, Continental Foundry & 
Machine Co., East Chicago, Ind.; co-chairman, R. J. 
Wolf, Stone & Webster Engineering Corp., Boston 

2 p.m.—Development and Application of Molding Ma- 
chines for the Production of Light Castings—aA. S. 
Hedberg, Wells Mfg. Co., Skokie, Ill. 

2:50 p.m.—Development and Application of Machines 
for the Making of Molds by Slinging—Martin Putz, 
Fairbanks, Morse & Co., Freeport, IIl. 
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p.m.—Safety, Hygiene and Air Pollution Session 


Presiding, J. M. Kane, American Air Filter Co., Louis- 
ville; co-chairman, F. A. Patty, General Motors Corp., 
Detroit 

2 p.m.—The Single Objective Approach to Foundry 
Safety—Dan Farrell, United States Steel Co., Pitts- 
burgh 

2:50 p.m.—Air Pollution and the Cupola—J. Radcliffe, 
Ford Motor Co., Dearborn, Mich. 


p.m.—Gray Iron Session 


Presiding, J. T. MacKenzie, American Cast Iron Pipe 
Co., Birmingham; co-chairman, T. J. Wood, American 
Brake Shoe Co., Mahwah, N. J. 

2 p.m.—Production Experiences with a Basic Cupola— 
S. F. Carter, American Cast Iron Pipe Co., Birming- 
ham, Ala. 

2:35 p.m.—Factors Affecting Fluidity of Cast Iron— 
L. F. Porter and P. C. Rosenthal, University of Wis- 
consin, Madison 

3:10 p.m.—Influence of Phosphorus on Hot Tear Re- 
sistance of Plain and Alloy Gray Iron—J. C. Hama- 
ker, Jr., General Iron Works Co., Denver, and W. P. 

Wood, University of Michigan, Ann Arbor 
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2 p.m.—Steel Session 


Presiding, R. H. Jacoby, the Key Co., East St. Louis, 
Ill.; co-chairman, R. H. Frank, Bonney-Floyd Co., 
Columbus, O. 

2 p.m.—Metallurgy and Mechanics of Hot Tearing— 
H. F. Bishop, C. G. Ackerlind and W. S. Pellini, Na- 
val Research Laboratory, Washington 

2:35 p.m.—Hot Tear Formation in Steel Castings— 
U. K. Bhattacharya, C. M. Adams and H. F. Taylor, 
Massachusetts Institute of Technology, Cambridge 

3:10 p.m.—Investigation of Hot Tears in Steel Castings 
—Research Progress Report (in three parts): Part 
I, Gordon Johnson, Armour Research Foundation, 
Chicago; Part II, G. A. Lillieqvist, American Steel 
Foundries, East Chicago, Ind.; and Part III, Clyde 
Wyman, committee chairman, Burnside Steel Found- 
ry Co., Chicago 


4 p.m.—Gray Iron Shop Course 


Presiding, K. H. Priestley, Vassar Electroloy Products 
Inc., Vassar, Mich.; co-chairman, E. J. Burke, Hanna 
Furnace Corp., Buffalo 

Subject: Scrap Control by Sampling. Discussion leader: 
R. W. Gardner, Dearborn Iron Foundry, Ford Motor 
Co., Dearborn, Mich. 


4 p.m.—Sand Shop Course 


Presiding, H. W. Meyer, General Steel Castings Corp., 
Granite City, Ill.; co-chairman, F. S. Brewster, Harry 
W. Dietert Co., Detroit 

Subject: Use of High Density Molding Materials in the 
Foundry. Discussion leader: W. M. Peterson, M. A. 
Bell Co., St. Louis 


4 p.m.—Chapter Educational Activities Session 
(Continued) 


4 p.m.—Youndry Cost Session 


Presiding, R. L. Lee, Grede Foundries Inc., Milwaukee; 
co-chairman, G. E. Tisdale, Zenith Foundry Co., Mil- 
waukee 

Subject: Question and Answer Panel. Discussion lead- 
ers: C. S. Roberts, Dodge Steel Co., Philadelphia; 
C. E. Westover, Westover Engineers, Milwaukee; 
W. A. Gluntz, Gluntz Brass & Aluminum Foundry 
Co., Cleveland 


4 p.m.—Plant and Plant Equipment Session 


Presiding, James Thomson, Continental Foundry & Ma- 
chine Co., East Chicago, Ind.; co-chairman, H. W. 
Johnson, Wells Mfg. Co., Skokie, Ill. 

t p.m.—Development and Application of Molding Ma- 
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chines for Production of Medium and Heavy Cast- 
ings—K. M. Smith, Caterpillar Tractor Co., Peoria, 
Il. 

4:35 p.m.—Special and Automatic Molding Machines 
K. M. Smith, Caterpillar Tractor Co., Peoria, Ill. 

5:10 p.m.—Motion picture—Mechanization in Molding, 
II_-H. C. Weimer, Beardsley & Piper Division, Pet- 
tibone Mulliken Corp., Chicago 


4 p.m.—Gray Iron Session 


Presiding, W. H. White, Jackson Iron & Steel Co.., 
Jackson, O. 

1 p.m.—Commercial Experience with Higher Silicon 
Nodular Irons—R. Schneidewind, University of Mich- 
igan, Ann Arbor, and H. H. Wilder, Vanadium Corp. 
of America, Detroit 

4:50 p.m.—Effects of Cerium on Graphite Formation in 
Alloy Cast Iron—-E. A. Rowe, University of Wash- 
ington, Seattle, and H. A. Johnson, Hanford Engi- 
neering Works, Richland, Wash. 


7:15 p.m.—AFS Alumni Dinner, Hotel Traymore 


Presiding, W. L. Woody, National Malleable & Steel 
Castings Co., Cleveland. Speaker: Wm. J. Grede, 
president, National Association of Manufacturers and 
Grede Foundries Inc., Milwaukee. Subject: Our Free 
Enterprise 


TUESDAY, MAY 6 


10 a.m.—Foundry Cost Session 


Presiding, R. L. Lee, Grede Foundries Inc., Milwaukee; 
co-chairman, M. E. Annich, American Brake Shoe 
Co., Mahwah, N. J. 

10 a.m.—Pricing Castings Using Standard Costs—J. A. 
Westover, Westover Engineers, Milwaukee 


10 a.m.—Educational Session 
Presiding, G. J. Barker, University of Wisconsin, Mad- 
ison; co-chairman, W. J. Hebard, Continental Found- 
ry & Machine Co., East Chicago, Ind. 
10 a.m.—Management’s Responsibility in the Training 
Program—J. D. Judge, Hamilton Foundry & Machine 
Co., Hamilton, O. 


10:50 a.m.—Apprentice Training—It Is Needed—M. C. 


Sandes, Mare Island Naval Shipyard, Vallejo, Calif. 
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10 a.m.—Gray Iron Session 


Presiding, F. T. McGuire, Deere & Co., Moline, IIl.; co- 
chairman, W. A. Hambley, Chas. A. Krause Milling 
Co., Birmingham, Mich. 

10 a.m.—Effect of Sulphur on the Fluidity of Gray 
Cast Iron—L. F. Porter and P. C. Rosenthal, Uni- 
versity of Wisconsin, Madison 

10:35 a.m.—Internal Porosity in Gray Iron Castings 
J. C. Hamaker Jr., General Iron Works Co., Denver, 
W. P. Wood, University of Michigan, Ann Arbo! 
and F. B. Rote, Albion Malleable Iron Co., Albion 
Mich. 

11:10 a.m.—Effect of Hydrogen on Graphitization 
B. F. Brown, North Carolina State College, Raleigh 
and M. F. Hawkes, Carnegie Institute of Technology 
Pittsburgh 


10 a.m.—Heat Transfer Session 


Presiding, H. A. Schwartz, National Malleable & Steel 
Castings Co., Cleveland; co-chairman, E. C. Troy, 
foundry engineer, Palmyra, N. J. 

10 a.m.—Heat Flow in Moist Sand—Research Progress 
Report—V. Paschkis, Columbia University, New York 

10:50 a.m.—Solidification of Nodular Iron in Sand 
Molds—R. P. Dunphy and W. S. Pellini, Naval Re- 
search Laboratory, Washington 


10 a.m.—Steel Session 


Presiding, H. H. Johnson, National Malleable & Stee! 
Castings Co., Sharon, Pa.; co-chairman, R. W. Gard- 
ner, Dearborn Iron Foundry, Ford Motor Co., Dear- 
born, Mich. 

10 a.m.—The Whys and Wherefores of Statistical Qual- 
ity Control__W. R. Weaver (president, American So- 
ciety for Quality Control), Republic Steel Cor 
Cleveland 

10:50 a.m.—Foundry Management Looks at Statistical 
Quality Control—E. L. Fay, Deere & Co., Moline, II! 


12 noon—Gray Iron Roundtable Luncheon 
Presiding, R. J. Allen, Worthington Corp., Harrison 
N. J.; co-chairman, C. O. Burgess, Gray Iron Found- 
ers’ Society, Cleveland 
Subject: Reclamation of Gray Iron Castings 


12 noon—_Equipment and Supplies Luncheon 
Presiding, C. V. Nass, president, Foundry Equipment 
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dent, Foundry Facings Manufacturers Association 


2 p.m.—Refractories Session 


Presiding, R. H. Stone, Vesuvius Crucible Co., Swiss- 
vale, Pa.; co-chairman, W. R. Jaeschke, Whiting 
Corp., Harvey, Il. 

2 p.m.—Fundamentals of Foundry Refractories—J. S. 
McDowell and J. D. Custer, Harbison-Walker Refrac- 
tories Co., Pittsburgh 

2:50 p.m.—Effect of Slag on Furnace Linings——-L. B. 
Wyckoff, Lewiston, N. Y. 
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p-m.—Steel Session 


Presiding, A. A. Evans, International Harvester Co., 
Indianapolis; co-chairman, George Ver Beke, Union 
Malleable Iron Works, East Moline, II. 

2 p.m.—Quality Control in a Malleable Iron Foundry 
E. F. Price and O. K. Hunsaker, Dayton Malleable 
Iron Co., Ironton, O. 

2:50 p.m.—Quality Control in a Jobbing Steel Foundry 
—H. H. Fairfield, Wm. Kennedy & Sons Ltd., Owen 
Sound, Ont., Canada 


2 p.m.—Time Study and Methods Session 


Presiding, J. E. Hyland, John Deere Spreader Works. 
East Moline, Ill.; co-chairman, C. J. Pruett, McWane 
Cast Iron Pipe Co., Birmingham 

2 p.m.—Standards for Rough Chipping and Removing 
Welds—Dean Van Order, Burnside Steel Foundry Co., 
Chicago 

2:50 p.m.—A Melt Department Incentive Plan—-E. G. 
Tetzlaff, Pelton Steel Casting Co., Milwaukee 





2 p.m.—Heat Transfer Session 


Presiding, H. A. Schwartz, National Malleable & Stee! 
Castings Co., Cleveland; co-chairman, J. B. Caine, 
foundry consultant, Wyoming, O. 

p.m.—A Simplified Analysis of Riser Treatments 
C. M. Adams Jr. and H. F. Taylor, Massachusetts 
Institute of Technology, Cambridge 

:50 p.m.—Space Time and Temperature Relations Dur- 
ing Casting of Metals—Official Dutch Exchange Pa- 
per—J. S. Abcouwer, Werkspoor N. V., Utrecht, Hol- 
land. (To be presented by Ir A. Baron Krayenhoff, 
Amersfoort, Holland). 
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p.m.—Gray Iron Session 


Presiding, J. E. Rehder, Department of Mines & Tech 
nical Surveys, Ottawa, Ont., Canada; co-chairman, 
V. A. Crosby, Climax Molybdenum Co., Detroit 

1 p.m.—Effect of Percentage of Nodular Graphite on 
Certain Mechanical Properties of Magnesium-Treated 
Cast Iron—R. W. Lindsay, Pennsylvania State Col- 
lege, State College, Pa., and Alvin Shames, North 
American Aviation Inc., Columbus, O. (formerly with 
Battelle Memorial Institute, Columbus) 

1:35 p.m.—Time of Formation of Spherulites in Hypo- 
and Hyper-Eutectic Irons—J. Keverian, C. M. Adams 
and H. F. Taylor, Massachusetts Institute of Tech- 
nology, Cambridge 

5:10 p.m.—A Study of the Formation of Nodula 
Graphite—Fredrik Hurum, Norway Institute of Tech- 
nology, Trondheim. (To be presented by J. Keverian, 
Massachusetts Institute of Technology, Cambridge. ) 


+ p.m.—Gray Iron Shop Course 


Presiding, W. W. Levi, Lynchburg Foundry Co., Rad 
ford, Va.; co-chairman, E. J. Burke, Hanna Furnac« 
Corp., Buffalo 

Subject: Mechanics of Tuyeres. Discussion leaders: 
H. H. Wilder, Vanadium Corp. of America, Detroit. 
and Carl Harmon, Hanna Furnace Corp., Buffalo 


+ p.m.—Sand Shop Course 


Presiding, B. H. Booth, Carpenter Bros. Inc., Milwau 
kee; co-chairman, R. H. Olmsted, Whitehead Bros. 
Co., New York 

Subject: Household Hints and Tips. Panel members: 
T. E. Barlow, Eastern Clay Products Div., Interna- 
tional Chemicals & Minerals Co., Jackson, O.; C. 
Crawford, Frederic B. Stevens, Inc., Detroit; T. W. 
Curry, Lynchburg Foundry Co., Lynchburg, Va.: 
R. L. McIlwaine, National Engineering Co., Chicago: 
O. J. Myers, Archer-Daniels-Midland Co., Minneapo- 
lis; C. V. Nass, Beardsley & Piper Div., Pettibone- 
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Mulliken Corp., Chicago; John Owen, Harbison- 
Walker Refractories Co., Chicago; J. A. Rassenfoss, 
American Steel Foundries, East Chicago, Ind.; J. S 
Schumacher, Hill & Griffith Co., Cincinnati 


4 p.m.—Refractories and Gray Iron Session 


Presiding, R. A. Witschey, A. P. Green Fire Brick Co., 
Chicago; co-chairman, W. W. Levi, Lynchburg Found 
ry Co., Radford, Va. 

4 p.m.—Basic Refractories for Cupola Service—M. W. 
Demler, Harbison-Walker Refractories Co., Pittsburgh 

1:50 p.m.—Refractories for the Basic Cupola—H. M 
Kraner, Bethlehem Steel Co., Bethlehem, Pa. 


7 p.m.— International Education Dinner 


Presiding, I. R. Wagner, vice president, AFS co-chai1 
man, C. L. Carter, Albion Malleable Iron Co., Albion, 
Mich. 

Speakers: Noel P. Newman, past president, Institute ot 
British Foundrymen, Newman, Hender & Co., Glou- 
cester, England, and Tom Makemson, secretary, In- 
stitute of British Foundrymen 


WEDNESDAY, MAY 7 


10 a.m.—-Gray Iron Session 


Presiding, A. P. Gagnebin, International Nickel Co.. 
Bayonne, N. J.; co-chairman, R. Schneidewind, Uni- 
versity of Michigan, Ann Arbor 

10 a.m.—-Physical Properties of Spheroidal Graphite 
Cast Iron—Technical Report No. 1 for Watertown 
Arsenal—C. C. Reynolds and H. F. Taylor, Massa- 
chusetts Institute of Technology, Cambridge 

10:35 a.m.—A Solidification Dilatometer and Its Ap- 
plication to Gray Iron—-R. P. Dunphy and W. S. 
Pellini, Naval Research Laboratory, Washington 

11:10 a.m.—Influence of Some Residual Elements, and 
Their Neutralization, in Magnesium-Treated Nodu- 
lar Iron—H. Morrogh, British Cast Iron Research 
Association, Birmingham, England 


10 a.m.— Sand Session 


Presiding, J. H. Lowe, Milwaukee; co-chairman, EF. C 
Zirzow, Werner G. Smith Inc., Cleveland 

10 a.m.—Veining Tendencies of Cores—Progress Report 
of Sand Committee 8-J,_-V. M. Rowell, Archer-Dan 
iels-Midland Co., Cleveland 

10:35 a.m.—Steel Sands at Elevated Temperatures 
Progress Report of Research Project—R. G. Thorpe 
A. E. Riccardo, P. L. Widener and P. E. Kyle, Cornell 
University, Ithaca, N. Y. 

11:10 a.m.—Effect of Binders and Additives on Duc- 
tility in Molding Sands at Elevated Temperatures 
R. E. Morey, C. G. Ackerlind and W. S. Pellini, 
Naval Research Laboratory, Washington 


10 a.m.——_Steel Session 


Presiding, C. H. Lorig, Battelle Memorial Institute, 
Columbus; co-chairman, Charles Locke, Atlas Found- 
ry & Machine Co., Tacoma, Wash. 

10 a.m.—Steel Desulphurization with Injected Carbide 

S. F. Carter, American Cast Iron Pipe Co., Birm- 
ingham 

10:50 a.m.—-Cutting with Ultra-High Purity Oxygen 
E. H. Roper and J. F. Kiernan, Air Reduction Sales 
Co., New York. 


12 noon——Steel Roundtable Luncheon 


Presiding, J. B. Caine, consultant, Wyoming, O.; co 
chairman, V. E. Zang, Unitcast Corp., Toledo, O 


p.m.—Gray Iron Session 


Presiding, J. S. Vanick, International Nickel Co., New 
York; co-chairman, T. E. Eagan, Cooper-Bessemer 
Corp., Grove City, Pa. 

2 p.m.—Gating and Risering of Gray TIron—Research 
Progress Report—W. A. Schmidt and H. F. Taylor, 
Massachusetts Institute of Technology, Cambridge 

2:35 p.m.—Gating and Risering Terminology—Commit- 
tee Report—N. A. Birch, National Bearing Div., 
American Brake Shoe Co., Meadville, Pa. 
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TO DISPLAY NEWEST 


oundry Show 


IN EQUIPMENT, SUPPLIES 


International 


WITH all exhibits located on one floor in Atlantic City’s spacious 
Convention Hall, foundrymen will be given an exceptional opportunity 
to see the magnitude, brilliance and diversity of equipment and sup- 
plies on display at the 1952 AFS Foundry Show. Judging from the 
number of exhibitors and the amount of floor space to be occupied, 
the show will be one of the largest in the history of the society. 


Reports indicate that considerable new equipment will be shown for the 
first time and that many companies have made improvements and refinements i /& 
in machines and materials since the last exhibit two years ago. 
A possible record attendance from all sections of the country will be 
augmented on Sunday, May 4, when foundry workers in the Chesapeake, Phila- 
delphia and Metropolitan chapter areas will be admitted to the show. Free 
tickets for that day are being distributed through the individual foundries by 


committees of the three chapters. 


The Foundry Show will be open from 9:30 a.m. to 5:30 p.m. on Thursday, 
May 1; from 9 a.m. to 9:30 p.m. on Friday; from 12 noon to 5:30 p.m. on Satur- 
day; from 10 a.m. to 6:30 p.m. on Sunday; from 9 a.m. to 5:30 p.m. on Monday; 
from 9 a.m. to 5:30 p.m. on Tuesday and from 9 a.m. to 4 p.m. Wednesday. 


A list of exhibitors corrected to April 11, follows: 


LIST OF EXHIBITORS 





Booth No. 
Accurate Match Plate Co. Inc., Chicago 1447 
Adams Co., Dubuque, lowa 1647 
Advance Glove Mfg. Co., Detroit 206 
Aerodyne Development Corp., Cleveland 1849 
Air Reduction Sales Co., New York 334-36 
Ajax Electrothermic Corp., Trenton, N. J. 1622-24 
Ajax Engineering Corp., Trenton, N. J. 1622-24 


Ajax Flexible Coupling Co. Inc., Westfield, N. Y. 1547 
Ajax Metal Division, 


H. Kramer & Co., Philadelphia 610-12 
Allis-Chalmers Mfg. Co., Milwaukee 1226 
Alioy Metal Abrasive Co., Ann Arbor, Mich. 302 
Alpha-Lux Co. Inc., New York 812 
American Air Filter Co. Inc., Louisville 1550 
American Clay Forming Co., Tiffin, O. 305 
American Colloid Co., Chicago 210-212 
American Fire Clay & Products Co., Canfield, O. 229 
American Gas Association, New York 1424 
American Lava Corp., Chattanooga, Tenn. 340 
American Metal Market, New York 604 
American Refractories & Crucible Corp., 

North Haven, Conn. 711 
American Silica Sand Co., Ottawa, Ill. 904 
American Steel Abrasive Co., Galion, O. 1446 
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American Wheelabrator & Equipment Corp., 


Mishawaka, Ind. 1817-18-19-20 
Apex Smelting Co., Chicago 313 
Archer-Daniels-Midland Co., Cleveland 1644-46 
Asbury Graphite Mills Inc., Asbury, N. J. 502 
Ayers Mineral Co., Zanesville, O. 222 


Bakelite Co., Division of Union Carbide & 

Carbon Corp., New York 1229-31-33 
Baroid Sales Division, National Lead Co., Chicago 504 
C. O. Bartlett & Snow Co., Cleveland 1621 
Bay State Abrasive Products Co., Westboro, Mass. 155] 
Beardsley & Piper Division, Pettibone Muliiken 

Corp. (Champion Foundry & Machine Co., 


Johnston & Jennings Co.), Chicago Stage 
Black, Sivalls & Bryson Inc., Kansas City, Mo. 224 
Blaw-Knox Division, Blaw-Knox Co., Pittsburgh 1717 
Bloomsbury Graphite Co., Bloomsbury, N. J. 41] 
Borden Co., Chemical Division, New York 1828-30 
Buckeye Tools Corp., Dayton, O. 1448-50 
Campbell-Hausfeld Co., Harrison, O. 405-07 
Canton Chaplet & Mfg. Co., Canton, O. 1209-11 
Carborundum Co., Niagara Falls, N. Y. 1218-20 
Chain Belt Co., Milwaukee 1625 
Chicago Pneumatic Tool Co., New York 1104 
Clearfield Machine Co., Clearfield, Pa. 1740 
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Convention Hall, site of the Foundry Show and headquarters for the International Congress 


Cleco Division, Reed Roller Bit Co., 

Houston, Tex. 601-03-05 
Cleveland Flux Co., Cleveland 801-05 
Cleveland Metal Abrasive Co., Cleveland 1223 
Cleveland Vibrator Co., Cleveland 1007 
Climax Molybdenum Co., New York 1619 
L. A. Cohn & Bro. Inc., Chicago 409 
Colonial Smelting & Refining Co. Inc., 

Columbia, Pa. 228 
Combined Supply & Equipment Co. Inc., Buffalo 207 
Connecticut Coke Co., New Haven, Conn. 1222 
Corn Products Sales Co., New York 902 
G. & W. H. Corson Inc., Plymouth Meeting, Pa. 1802-04 
Crane Co., Chicago 1134 


Davenport Machine & Foundry Co., 

Davenport, lowa 1449 
Dayton Oil Co., Dayton, O. 321-23 
Debevoise-Anderson Co. Inc., New York 908-10-12 
Delaware Tool Steel Corp., Wilmington, Del. 1814 
Delta Oil Products Co., Milwaukee 1443 
Wm. Demmler & Bros., Kewanee, Ill. 1654 
Despatch Oven Co., Minneapolis 1720 
Detroit Electric Furnace Division, Kuhlman 

Electric Co., Bay City, Mich. 1824-26 
Detroit Sheet Metal Works, Detroit 1333 


May 1952 


DeWalt Inc., Lancaster, Pa. 1854 
Harry W. Dietert Co., Detroit 216-18-20 
Dings Magnetic Separator Co., Milwaukee 304 
Joseph Dixon Crucible Co., Jersey City, N. J. 1525 
DoAll Co., Des Plaines, Il. 1546 
Dougherty Lumber Co., Cleveland 211 
Dow Corning Corp., Midland, Mich. 1237 
Durez Plastics & Chemicals Inc., 

North Tonawanda, N. Y. 230 


Eastern Clay Products Department, International 

Minerals & Chemical Corp., Chicago 1213-15 
Eastern Gas & Fuel Association, Boston 1222 
Eastman Kodak Co., Rochester, N. Y. 709 
Econocast Inc., Chattanooga, Tenn. 1124 
Electro Metallurgical Co., Division of Union 

Carbide & Carbon Corp., New York 1630-40 
Electro Refractories & Abrasives Corp., Buffalo 1435 
Exomet Inc., Conneaut, O. 314-16 
Exothermic Alloys Sales & Service Inc., Chicago 1114 


Fabreeka Products Co., Boston 1336 
Fanner Mfg. Co., Cleveland 1721 
Federal Foundry Supply Co., Cleveland 1429-33 
Federated Metals Division, Americcn Smelting & 

Refining Co., New York 1736 
FOUNDRY, Cleveland 1520 
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Foundry Equipment Co., Cleveland 


Foundry Equipment Manufacturers’ Association, 


Cleveland 

Foundry Facings Manufacturers’ Association, 
Pittsburgh 

Fox Grinders Inc., Pittsburgh 

Foxboro Co., Foxboro, Mass. 

Freeman Supply Co., Toledo, O. 

Fremont Flask Co., Fremont, O. 


General Electric Co., Chemical Division, 
Pittsfield, Mass. 
General Electric Co., X-Ray Department, 
Milwaukee 
General Grinding Wheel Corp., Ph: ladelphia 
General Refractories Co., Philadelphia 
Girdler Corp., Thermex Division, Louisville 
Globe Steel Abrasive Co., Mansfield, O. 
Gray Iron Founders’ Society Inc., Cleveland 
Great Lakes Carbon Corp., St. Louis 
Great Lakes Foundry Sand Co., Detroit 
Samuel Greenfield Co. Inc., Buffalo 


Harbison-Walker Refractories Co., Pittsburgh 
Harnischfeger Corp., Milwaukee 
Benjamin Harris & Co., Chicago Heights, O. 


1321-23-25 
1120 


114 
1112 
1346 
1240 

433 


1723 


606-08 
808-10 
1239 
1747 
1446 
109-11 
1224 
1317 
237-39 


1649 
1324-26 
1725 


Harrison Abrasive Division, Metals Disintegrating 


Co. Inc., Manchester, N. H. 
Harrison euihinn Co., Erie, Pa. 
Hercules Powder Co., Wilmington, Del. 
Herman Pneumatic Machine Co., Pittsburgh 
Hewitt-Robins Inc., New York 
Hickman, Williams & Co., Chicago 
Hill & Griffith Co., Cincinnati 
Hines Flask Co., Cleveland 
Frank G. Hough Co., Libertyville, III. 

E. F. Houghton & Co., Philadelphia 
Howard Foundry Co., Chicago 
Hydro-Blast Corp., Chicago 


Independent Pneumatic Tool Co., Aurora, Ill. 
Induction Heating Corp., Brooklyn, N. Y. 
Industrial Fabricating Inc., Eaton Rapids, Mich. 
Industrial Minerals Co., Lancaster, O. 
Ingersoll-Rand Co., New York 

International Graphite & Electrode Corp., 

St. Marys, Pa. 

International Molding Machine Co., 

La Grange Park, Ill. 
International Nickel Co., 
Iron Age, New York 
lron Lung Ventilator Co., Cleveland 


Jarrell-Ash Co., Boston 

Charles L. Jarvis Co., Middletown, Conn. 
Jeffrey Mfg. Co., Columbus, O. 
William F. Jobbins Inc., Aurora, Ill. 
Johnson-March Corp., Philadelphia 

Joy Mfg. Co., Pittsburgh 

Kelley-Koett Mfg. Co., Covington, Ky. 
Kindt-Collins Co., Cleveland 

Andrew King, Narberth, Pa. 


Inc., New York 


Lester B. Knight & Associates Inc., Chiccgo 
H. Kramer & Co., Chicago 
Chas. A. Krause Milling Co., Milwaukee 


Kwik-Mix Co., Milwaukee 


Laclede-Christy Co., St. Louis 

Lava Crucible Co. of Pittsburgh, Pittsburgh 

R. Lavin & Sons Inc., Chicago 

Lindberg Engineering Co., Fisher Furnace 
Division, Chicago 

Linde Air Products Co., New York 


232 
1816 
308-10 
1329 
1648-50 
401-03 
421-23 
1236 
1730-1829 
701-03 
1248 
1217 


1201-03 
1219-21 
327 

240 
1821-23-25 


425-27 


1339 


1420-22, 1521-23 


417-19 
1617 


337 

330 
1744-46 
333 

329 
1003-05 
1205-07 
1330 
325 
1524 
610-12 
1808-10 
208 


1802-04 
512 
1838-40 


1340-1439 
1630-40 
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IST OF EXHIBITORS 


Link-Belt Co., Chicago 1343-45-47 
Machine Design, Cleveland 1520 
Macklin Co., sackson, Mich. 413-15 
MacLeod Co., Cincinnati 1235 
Mag.e Brothers, Chicago 339 
Manley Sand Co., Rockton, Ill. 1130 
Martin Engineering Co., Kewanee, Ill. 1348 
Master Pneumatic Tool Co. Inc., Cleveland 1753 
Mathews Conveyor Co., Ellwood City, Pa. 1354-1453 
Mechanical Handling Systems Inc., Detroit 335 
Michigan Smeiting & Retining Division ot Bohn 

Aluminum & Brass Corp., Detroit 705-07 
Milward Alloys Inc., Lockport, N. Y. 1812 
Mine Safety Appliances Co., Pittsburgh 322 
Modern Equipment Co., Port Washington, Wis. _ 710-809 
Monk Tool Co., Geneva, Ill. 215 | 
Monsanto Chemical Co., St. Louis 1839 
Morrison Industries Inc., Cleveland 104 
The Moulders’ Friend, Dallas City, Ill. 1832-34-36 
Mullite Refractories Co., Shelton, Conn. 328 
Mystic Iron Works, Boston 1222 
Nassau Smelting & Refining Co. Inc., 

Totenville, Staten Island, N. Y. 317-19 
National Carbon Co., New York 1630-40 
Nat.onal Crucible Co., Philadelphia 204 
National Engineering Co., 

Chicago 1318-20-22, 1417-19-21 
National Foundry Association, Chicago 113 
Nat.onal Pigment Co., Philadelphia 214 
National Pulverizing Co., Millville, N. J. 439 
New England Coke Co., Boston 1222 
New Equipment Digest, Cleveland 1520 
New Jersey Silica Sand Co., Millville, N. J. 1726 


Newaygo Engineering Co., Newaygo, Mich. 1230-34 
Niagara Falls Smelting & Refining Division, 

Continental Copper & Steel Industries Inc., 

Buffalo 602 
Wm. H. Nicholls Co. Inc., Richmond Hill, N. Y. 1843-45-47 
Nichols Eng’neering & Research Corp., New York 202 
Non-Ferrous Founders’ Society, Chicago 108-10 
North American Smelting Co., Wilmington, Del. 1244 


Norton Co., Worcester, Mass. 1423-25 
S. Obermayer Co., Chicego 1522 
Ohio Crankshaft Co., Cleveland 1750 
Ohio Ferro-Alloys Corp., Canton, O. 227 
Oliver Machinery Co., Grand Rapids, Mich. 1856-58 
Osborn Mfg. Co., Cleveland 1754-1853 
Pangborn Corp., Hagerstown, Md. 1729-39 
Pekay Machine & Engineering Co., Chicago 2901-03-05 
Peninsular Grinding Wheel Co., Detroit 706 
Pittsburgh Crushed Steel Co., Pittsburgh 1446 
Pennsylvania Glass Sand Corp., Pittsburgh 234 
Pennsylvania Pulverizing Co., Pittsburgh 234 
Penola Oil Co., Detroit 1225-27 
Penton Publ’shing Co., Cleveland 1520 
George F. Pettinos Inc., Philadelohia 1416 
Philadelphia Coke Co., Philadelphia 1222 
Picker X-Ray Corp., White Plains, N. Y. 101-03 
Pittsburgh Crushed Steel Co. and Subsidiaries, 

Pittsburgh 1446 
Pittsburgh Lectromelt Furnace Corp., Pittsburch 1344 
Precision Grinding Wheel Co. Inc., Ph'iedelphia 1334 
Pressure Match Plate Co. Inc., Philadelphia 315 
Pyro Refractories Co., Oak Hill, O. 226 
Pyrometer Instrument Co. Inc., Bergenfield, N. J. 611 
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Ready-Power Co., Detroit 1001 
Reda Pump Co., Bartlesville, Okla. 1118 
Redford Iron & Equipment Co., Detroit 1745 
W. G. Reichert Engineering Co., Newark, N. J. 318-20 
Republic Coal & Coke Co., Chicago 332 
H. H. Robertson Co., Pittsburgh 301-03 
Robinson Clay Product Co., Akron, O. 338 
Ross-Tacony Crucible Co., Philadelphia 331 
Royer Foundry & Machine Co., Kingston, Pa. 1243-51 
Safety Clothing & Equipment Co., Cleveland 905-07 
Safety First Shoe Co., Holliston, Mass. 307 
Safety-Sling Products Co., Detroit 1418 
George Sail Metals Co. Inc., Pniladelphia 306 
Claude B. Schneible Co., Detroit 1254-1353 


A. Schrader’s Son Division, Scovill Mfg. Co., 
Brooklyn, N. Y. W722 


Schramm Inc., West Chester, Pa. 1255-57 
Scientific Cast Products Corp., Cleveland 429-31 
Semet-Solvay Division, Allied Chemical & 

Dye Corp., New York 508-10 
Severance Tool Industries Inc., Saginaw, Mich. 906 
Simonds Abrasive Co., Philadelphia 324-26 
Simplicity Engineering Co., Durand, Mich. 1335 
Sm:th Oil & Refining Co., Rockford, Ill. 236-38 
Smith & Richardson Mfg. Co., Geneva, Ill. 215 
Solvay Sales Division, Allied Chemical & 

Dye Corp., New York 312 
Spencer Turbine Co., Hartford, Conn. 909-11 
SPO Inc., Cleveland 1108 
Springfield Facing Co., Harrison, N. J. 609 
Stamford Engineering Works, Bamber Foundry Inc., 

Stamford, Conn. 1250 
Standard Conveyor Co., North St. Pcu!, Minn. 1128 
Standard Electrical Tool Co., Cincinnati 1009-11 
Standard Horse Nail Corp., New Brighton, Pa. 901 
States Engineering Corp., Fort Wayne, Ind. 1833 
Steel, Cleveland 1520 
Steel Shot & Grit Co. Inc., Boston 1446 
Steel Shot Producers Inc., Butler, Po. 903 
Sterling Wheelbarrow Co., Milwaukee 1618 
Frederic B. Stevens Inc., Detroit 1718 
Stewart-Warner Corp., Alemite Div'sion, Caicago 1748 
Sutter Products Co., Deorborn, Mich. 1350 
Swan-Finch Oil Corp., New York 1623 
Tabor Mfg. Co., Philadelphia 1743 
Taggart Brimfield Co., Hammonton, N. J. 804-06 
G. H. Tennant Co., Minneapolis 233-35 
Thiem Products Inc., Milwoukee 1349 
Tincher Products Co., Sycamore, Ill. 231 
Titanium Alloy Mfg. Divison, Nationcl Lead Co., 

New York 1445 
Toledo Scale Co., Toledo, O. 1319 
Union Carbide & Carbon Corp., New York 1630-40 
United Oil Mfg. Co., Erie, Pa. 1651 
Un'ted States Graphite Co., Seginaw, Mich. 1626 
United States Gypsum Co., Chicago 435-37 
United States Reduction Co., East Chicago, Ind. 1806 
United States Rubber Co., Mechanical Goods 

Division, New York 1241 
Vanadium Corp. of America, New York 1620 
Vesuvius Crucible Co., Swissvale, Pa. 802 
Vonnegut Moulder Corp., Indianapolis 1860 
Westover Engineers, Nomad Foundry Equipment 

Division, Milwaukee 607 
White Pine Lumber Co., Chicago 1138 
Whitehead Bros. Co., New York 702 
Whiting Corp., Harvey, Ill. 1842-52 
Winter Engineering Corp., Buffalo 106 
Zanesville Sand Co., Zanesville, O. 240 
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Plant 


ATLANTIC STEEL CASTINGS CO. 
Chester, Pa. 


BUDD Co. 
Red Lion Plant, Philadelphia 


CROWN NON-FERROUS FOUNDRY, INC. 
Chester, Pa. 


CRUCIBLE STEEL CASTINGS Co. 
Lansdowne, Pa. 


DODGE STEEL Co. 
Philadelphia 


EASTERN MALLEABLE IRON CO. 
Wilmington, Del. 


H. G. ENDERLEIN CO. 
Philadelphia 


FLORENCE PIPE FOUNDRY & MA- 
CHINE Co. 
Florence, N. J. 


OLNEY FOUNDRY — LINK-BELT CO. 
Philadelphia 


PALMYRA FOUNDRY CoO. 
Palmyra, N. J. 


PHILADELPHIA BRONZE & BRASS 


CORP. 
Philadelphia 
PHILADELPHIA COKE Co. 
Philadelphia 


PHILADELPHIA NAVAL SHIPYARD 
Philadelphia 


SALEM PIPE & IRON MFG. CO. 
Bridgeton, N. J. 

UNITED STATES PIPE & FOUNDRY CO. 
Burlington, N, J. 


WELSBACH CORP. 
Philadelphia 


WILKENING MFG. CO. 
Philadelphia 


WILLIAMSTOWN FOUNDRY CORP. 
Williamstown, N. J. 


Products 


Steel jobbing foundry. Marine, railroad and 
industrial castings, 10-10,000 Ib. 


Gray iron highly mechanized foundry. Au- 
tomotive brake drums. 


Brass and bronze, babbit metal. Marine and 
heavy machinery castings. 


Steel semi-mechanized jobbing foundry. 
Carbon and alloy electric furnace steel, 


Steel jobbing foundry, Carbon and low- 
alloy castings, average weight 20 Ib. Acid 
electric furnaces, 


Pearlitic malleable, carbon steel. Heavy- 
duty truck castings. Air furnace and con- 
verter melting, electric furnace and radiant 
tube annealing. 


Gray iron jobbing foundry, Castings to 3 
tons. 


Gray iron, Sand spun and centrifugally 
cast iron pipe: 4-10 in. diam., 16 ft. length; 
12-30 in., 16 & 20 ft. length. Also genera] 
castings 2-25,000 Ib. 


Gray iron mechanized jobbing foundry. 
Speed reducers, conveying machinery, pow- 
er transmission, machine tools, pumps, tex- 
tile machinery, automotive dies, etc. Cast- 
ings up to 10,000 Ib. 


Gray iron, white iron, Ni-Hard. General 
jobbing foundry. Paper machinery, machine 
tools, dredging equipment, pumps, valves, 
etc. Castings up to 10,000 Ib. 


Brass and bronze jobbing foundry. Castings 
up to 800 lb, wide range of alloys, sizes. 


Producers of foundry, industrial and domes- 
tic coke. 


Gray iron, steel, brass & bronze, aluminum. 
Iron capacity 100 tons daily, up to 35 tons. 
Steel capacity 25 tons daily, up to 16 tons. 
Nonferrous capacity 82 tons daily, up to 50 
tons. 


Gray iron soil pipe and fittings. 


Gray iron. Centrifugal cast iron pipe in 
metal molds, fittings in green sand, dry 
sand and loam. 


Brass and bronze modern foundry. 


Gray iron production foundry. Piston ring 
castings. 


Gray iron soil pipe and fittings. 


Availability 


May 2, 6 
A.M, and P.M. 


May 2, 5, 6, 7 
A.M, and P.M. 


May 2, 5, 6, 7 
A.M, and P.M. 


May 2, 5, 6, 7 
9:30-12 A.M. 


May 2, 6 
A.M. and P.M. 
(20 limit) 


May 2, 5, 6, 7 
—3:30 P.M. 


May 2, 5, 6, 7 
A.M. and P.M. 


May 2 
1:30-3:30 P.M. 
(100 limit) 


May 2, 6, 7 
A. M. and P.M. 
(100 limit per day) 


May 2, 5, 


6, 7 
2-3:30 P.M. 


May 5, 6, 7 
10 A.M.-2 P.M. 


May 2, 5, 6, 7 
A.M, and P.M. 


May 2,3,5,6,7 
1:00-3:30 P.M. 
(Note: Subject to 
special clearance 
on alien visitors) 


May 2, 5, 6, 7 
A.M. 


May 2 
A.M. (100 limit) 


May 2, 5, 6, 7 
A.M. 


May 6 
10 A.M.-2 P.M. 


May 2, 5, 6, 7 
A.M, and P.M. 
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UMEROUS foundries in the Philadelphia 

area will be open for inspection by visitors 

to the International Foundry Congress at 
Atlantic City. Arrangements for visits to these 
plants have been made by a special committee of 
the Philadelphia Chapter of the American Found- 
rymen’s Society. 

The accompanying schedule lists the foundries 
on the visitation schedule and the time at which 
visits may be made. A wide variety of ferrous 
and nonferrous jobbing and production foundry 
operations may be viewed at these plants on most 
days of convention week. In addition, a number 
of New Jersey sand producing plants will wel- 
come visitors. (Please turn to page 194) 





Foundry pouring floor of Wilkening Mfg. Co. 
Philadelphia, a manufacturer of piston rings 





Fal . 


Casting iron pipe centrifugally at Burlington Special mold conveyor cars are used at Olney 
N. J., plant of United States Pipe & Foundry Co Foundry Division, Link-Belt Co., Philadelphia 





Transferring brake drum castings from two shake Pouring cast iron bed plate at the Philadelphia 
+ 


t screens to trolley conveyor at the Budd Co.'s Naval Shipyard. The yard foundry also produ 
ew Red Lion production foundry near Philadelphia a variety of steel, brass and bronze casting 


| 


May 1952 


































ALBERT PORTEVIN, distinguished French phys- 
ical metallurgist, will receive the Joseph S. Seaman 
Medal of the AFS at Atlantic City “for technical con- 
tributions over many years to the arts and sciences 
of the foundry industry.” Professor Portevin was 
born in Paris in 1880. He was graduated from the 
Ecole Central des Arts et Manufactures, Paris, in 
1902, and from 1905 to 1912 was director of the lab- 
oratories of de Dion-Bouton Motor Works. For 13 
years he was associated with the Ecole Centrale des §] 
Arts et Manufactures, first as lecturer and in charg 
of the laboratory of metallography, and later as pro 
fessor. He then became director of Ecole Superieur 
de Fonderie, Paris, and in addition held the chair o! 
metallurgy. In 1931 he also became professor at th: 
Ecole Superieure de Soudure Autogene, Paris, and 
became associated with Revue de Metallurgie of which 
he is technical director of the editorial board. Pro 
fessor Portevin’s work has been on physical metal i 
lurgy, particularly of steels, but he also developed 
micrographic methods for the study of nonferrous 
alloys comparable with those used for steel. He has 





ALBERT PORTEVIN 
Joseph S. Seaman Medalist 


















been active with many Continental technical societies. was 
He is a Carnegie and Bessemer medalist of the Iron Wa 
and Steel Institute, has received the Platinum Medal Fou 
of the Institute of Metals—both of Britain—and is visi 

honorary president of the Association Technique de he 

Fonderie of France. ous 

to 
FRANK G. STEINEBACH, editor of FOUNDRY, and wit] 
vice president and secretary of the Penton Publishing ‘orn 
Co., Cleveland, will receive the John A. Penton Medal serv 

of AFS “for outstanding contributions to the foundry He 
industry and the society.” Mr. Steinebach joined the to r 

Penton company shortly after graduation from the 
FRANK G. STEINEBACH Purdue University in 1922 with a degree in electrical boal 
John A. Penton Medalist engineering. He became a member of the editorial | clud 
staff of FOUNDRY in 1924, was made associate edito! tion: 
in 1926, managing editor in 1929 and editor in 19356. Fou 
He has been secretary of the company since 1937 and dent 
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ALBERT P. GAGNEBIN 
Peter L. Simpson Medalist 





HENTON MORROGH 
William H. McFadden Medalist 









May 
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Eight men will be honored during the International Foundry 





Congress in the presentation of annual awards by the 
American Foundrymen’s Society. The AFS Board of Awards 
has selected five recipients for gold medals and three for 


honorary life membership in the society. 


Presentations will 


be made at the annual banquet in Atlantic City, May 3. On 
the same occasion the annual Award of Honor of the 
International Committee of Foundry Technical Associations 


SERVICE TO INDUSTRY 
RECOGNIZED IN 


will be presented to an individual yet to be announced 


AFS AWARDS 


was elected a vice president in 1944. During World 
War II, Mr. Steinebach served for a year as chief, 
Foundry Equipment and Supplies Section, Tools Di- 
vision, War Production Board, Washington. Because 
he believed that co-operative action among the vari- 
ous foundry organizations would be of great benefit 
to the castings industry, especially in its dealings 
with government, he did much to encourage the 
ormation of the National Castings Council, and has 
served as its secretary since it was created in 1946. 
He took an active part in getting the Munitions Board 
to recognize the industry, and served as chairman of 
the Foundry Industry Advisory Committee of that 
board for several years. His AFS activities have in- 
cluded service as chairman of the International Rela- 
tions Committee, chairman of the joint Committee on 
Foundry Education in Enginering Schools and presi- 
dent of the Northeastern Ohio Chapter in 1936-37. 
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KEITH D. MILLIS 
Peter L. Simpson Medalist 















May 1952 


since 


HENTON MORROGH, research manager, British 
Cast Iron Research Association, has been selected 
to receive the William H. McFadden Medal “for 
outstanding work and development in the field of 
spheroidal cast iron.” Mr. Morrogh joined the re- 
search association in 1933 when he was 16 years of 
age, working first in the metallographic department. 
In 1942 he was appointed senior research officer and 
in 1945 became research manager. The Iron and Steel 
Institute honored Mr. Morrogh with the award of the 
Andrew Carnegie Medal in 1947, and in 1951 he 
received the E. J. Fox Medal of the Institute of British 
Foundrymen in recognition of his contributions to re- 
search on cast iron over a period of years. Mr. Mor- 
rogh’s work on nodular iron first attracted wide at- 
tention in this country in 1948 when he presented a 
paper on “The Production of Nodular Graphite Struc- 
ture in Gray Cast Iron” before the 52nd annual 
meeting of the AFS in Philadelphia. 





ALBERT P. GAGNEBIN, a member of the Devel- 
opment and Research Division of the International 
Nickel Co. Inc., New York, has been named jointly 
with K. D. Millis to receive the Peter L. Simpson 
Memorial Medal “for outstanding work and develop- 
ment in the field of spheroidal cast iron.’’ Mr. Gag- 
nebin was graduated from Yale University in 1930 
and was awarded the degree of Master of Science 
in Metallurgy in 1932. He joined the International 
Nickel Co. and was employed in its research labora- 
tories at Bayonne, N. J., conducting research on fer- 
rous metals. Fundamental studies were made on 
the solidification characteristics of irons over an 
extended period which subsequently led to the devel- 
opment of nodular graphite cast iron. He has been 
associated with the New York office of the company 
1949. 





KEITH D. MILLIS, associated with the Develop- 


ment and Research Division of the International Nickel 


Co., New York, and co-recipient of the Peter L. Simp- 


son Memorial Medal with Mr. Gagnebin, is a graduate 
of the Rensselaer Polytechnic Institute and received 
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Life Members 





A. I. KRYNITSKY 





WALTER L. SEELBACH 





the degree of Master of Metallurgical Engineering 
from that school in 1939. He then joined the stafi 
of the International Nickel Co.’s research laboratory 
in Bayonne, N. J., where he conducted research on 
nonferrous cast materials. He later devoted his at- 
tention to the problems concerned with the metal- 
lurgy of high-carbon irons, and extensive research 
on the graphitization and solidification of those irons 
led to the development of nodular graphite cast iron. 


WILLIAM G. MIXER, Pontiac, Mich., for the last 
several years a consultant specializing in production 
foundry problems, has been named a recipient of a 
life membership in the American Foundrymen’s So- 
ciety in recognition of “a lifetime of service and ap- 
plication of engineering to the foundry industry.” Mr. 
Mixer was graduated from Stevens Institute of Tech- 
nology, Hoboken, N. J. He was associated with the 
Buick Motor Division of the General Motors Corp. 
for 29 years and was appointed its foundry superin- 
tendent at Flint, Mich., in 1941. Stevens Institute 
awarded Mr. Mixer its Merit Medal in 1945 for his 
successful operation of the Buick aluminum foundry 
during World War II. Mr. Mixer was retired from 
the Buick Division in 1949 and lately has engaged in 
consulting work. 


A. I. KRYNITSKY, who recently retired from the 
National Bureau of Standards, Washington, has been 
chosen to receive a life membership in the society 
“for a lifetime of fundamental research in the field 
of metal casting.” Mr. Krynitsky was born in Russia 
in 1880 and studied metallurgy at the Michael Artil- 
lery College and Academy, St. Petersburg, under the 
noted Russian authority, Prof. D. K. Tchernoff. He 
served as superintendent of the metallurgical depart- 
ment of the government time fuze plant in St. Peters- 
burg from 1907 to 1915, and for the next three years 
was chief inspector of time fuzes ordered by the 
Russian government from the United States. In the 
United States at the time of the Russian revolution, 
Mr. Krynitsky remained here and was continuously 
associated with the National Bureau of Standards 
from 1918 until his retirement. At the close of his 
tenure of service he was chief of the bureau’s ex- 
perimental foundry at Washington. 


WALTER L. SEELBACH, president of Superior 
Foundry Inc., Cleveland, will receive an honorary life 
membership as retiring president of the society. He 
has been active in the foundry industry since his 
graduation from Case Institute of Technology, Cleve- 


land, in 1910 with a degree in civil engineering. Mr. F 


Seelbach was associated with the Forest City Found- 
ries Co., Cleveland, serving as_ secretary-treasure! 
and vice president. He resigned from that company 
in 1946 to become president of Superior Foundry. Mr. 
Seelbach has served two terms as president of the Gray 


Iron Founders’ Society and was one of the organizers f 


of the Gray Iron Institute, its predecessor organiza- 
tion. He also has been chairman of the Case Insti: 
tute Advisory Committee of the Foundry Educational 
Foundation, and is a member of the Gray Iron In 
dustry Advisory Committee to the National Produc: 
tion Authority, Washington. 


FOUNDRY 





HO’ 
Ster 


Arck 


May 


ering 
stafi 
itor) 
h on 
Ss at- 
etal- 
aren 
irons 
iron. 


last 
ction 
of a 
» So- 
1 ap- 
’ Mr. 
‘ech- 
. the 
Yorp. 
erin- 
itute 
r_ his 
ndry 
from 
-d in 


| the 
been 
ciety 
field 
issia 
rtil- 
> the 
. He 
part- 
ters- 
ears 
the 
| the 
tion, 
usly 
ards 
* his 

ex: 


rior 
life 
_ 

his 
leve- 

Mr. 
und- 
urer 
yan} 

Mr 


ray & 


zers 
1iZa- 
sti: 
onal 

In- 


auc: 


DRY 





ahi 


? 
2 
a 
3 
x 
¥ 
; 
x 





ARNOLD N. KRAFT GEORGE H. BRADSHAW 





Coal 





R. V. HUNTER CHARLES W. MOONEY 





International 





CHESTER V. NASS 





bs 





HOWARD VOIT W. O. BECKER 


4 


CHESTER V. NASS, General Chairman 
Beardsley & Piper Division of 
Pettibone Mull.ken Corp., Chicago 


INTERNATIONAL DAY COMMITTEE 
(Philadelphia Chapter) 


GEORGE H. BRADSHAW, Chairman 
Philadelphia Naval Shipyard, Philadelphia 


J. L. FUREY 
Taggart Brimfield Co., Hammonton, N. J. 


H. R. WILLIAMS 
George F. Pett:nos Inc., Philadelphia 


ROBERT M. CARRIGAN 
North American Smeling Co., Wilmington, Del. 


J. E. FINNEGAN 
Colonial Smelting & Refining Co., Columbia, Pa. 


(Metropolitan Chapter) 


HOWARD VOIT, Chairman 
Sterling Wheelbarrow Co., Hackensack, N. J. 


R. V. HUNTER, Vice Chairman 
Archer-Daniels-Midland Co., New York 


May 1952 


DANIEL J. JONES 
New Jersey Silica Sand Co., Millville, N. J. 


F. B. ELIASON 
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sand castings has developed a corresponding 
increase of interest in magnesium foundry 
practices. Numerous articles on the subject were 
published during World War II, but developments in 
the intervening years are of sufficient importance to 
justify a review of the procedures currently em- 
ployed. Descriptions of techniques essential to the 
production of castings of good quality will be supple- 
mented by discussion of the metallurgical considera- 
tions involved. 


T HE recent increase in demand for magnesium 


Comments on foundry practices will be confined to 
those established for the standard magnesium-alumi- 
num-zine alloys, since they are of greatest commer- 
cial importance on the basis of production volume. 

The newer alloys of magnesium containing zirconi- 
um and rare earths require somewhat different tech- 
niques in preparing them for castings. The prac- 
tices employed with these alloys are not fully de- 
veloped, and changes and improvements are being 
made frequently. Techniques employed with the zir- 
conium and rare earth containing alloys are the sub- 
ject of several recent papers and will therefore not 
be discussed here. 

The production of magnesium alloy sand castings 
presents some problems not encountered in casting 





Magnesium alloy sand cast clicker 
arm used on a shoemaking machine 


Magnesium 


By W. C. NEWHAMS 


Aluminum Co. of America 
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Increased interest in magnesium sand casting 
practice has accompanied expansion in de- 
mand for magnesium castings, particularly 
in connection with the defense program. The 
author reviews developments in the industry 
since World War Il, offering recommenda- 
tions on melting, molding, gating and riser- 
ing, and correction of defects 


other metals. These problems are predominantly as- 
sociated with the comparatively high reactivity of 
magnesium in the finely divided or molten state. How- 
ever, adoption of suitable procedures has permitted 
magnesium foundries to produce good quality cast- 
ings for the large and complicated parts demanded 
by aircraft and other industries. 

To produce high-quality magnesium alloy castings 
with fine grain size and free from metallic and non- 
metallic inclusions, it is necessary to establish and 
adhere to good procedure in the melting, molding, 
coremaking and related departments of the foundry. 
Faulty techniques in any one department can nullify 
the good practices in all other departments by pro- 
ducing scrap castings. 

Melting—Magnesium alloys are usually prepared 
for casting by melting in tilting type crucible fur- 
naces of 1200-2000 pounds capacity. The metal] is 
then transferred to smaller crucibles for refining and 
pouring. The smaller crucibles vary in capacity from 
75 to 750 pounds. In smaller foundries it is often 
found more convenient to perform all the metal prep- 
aration operations in the same crucible used for pour- 
ing the castings. 

The crucibles are made of welded low-carbon steel. 
Wall thickness varies from 14-in. for the smallest 
crucible to 1°¢-in. walls and 2-in. thick bottoms for 
the 2000-pound capacity crucibles. Metallizing the 
crucibles with aluminum will retard scaling of the 
steel and increase their useful life. Where metal re- 
quirements are very large, reverberatory type fur- 
naces may be used for melting magnesium alloys, but 
as far as is known no such furnaces are being used 
by magnesium foundries. 

The charge to the melting furnace will usually con- 
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Setting cores in a green sand mold to produce a magnesium cllcy sand casting 


sist of foundry operating scrap, primary or secondary 
ingot, reclaimed scrap or purchased scrap if of known 
analysis and free from contaminants such as sand, 
oil, grease, etc. The proportion of these materials 
should be adjusted to maintain a fairly constant 
volume of operating scrap. If melts consisting en- 
tirely of ingot are poured, difficulty with coarse grain 
may occur unless special precautions are followed. 
Metal reclaimed from pouring box skulls, from turn- 
ings and from other dirty scrap should be used in 
limited quantities only, to decrease the danger of off- 
composition, gassy or dirty melts. 

The charge should be melted and heated to 1275°F, 
using flux as necessary to prevent the metal from 
burning. If aluminum, magnesium or zinc is required 
to correct the analysis of the alloy, the addition 
should be made at this time. An alloying basket or 
hand puddler should be used to prevent the aluminum 
or zinc from sinking into the flux in the bottom of 
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the crucible before the alloying is completed. After 
the addition, the metal is stirred to insure a homo- 
geneous melt. The metal melted in the tilting fur- 
nace is transferred at this time to smaller crucibles 
and degassed, flux refined, and treated for grain re- 
fining before pouring. 

Fluxing the Melt—The greatest difference between 
the melting practice for magnesium alloys and that 
for other common metals is the need for employing 
flux when melting and treating magnesium alloys. 
The purposes of the fluxes used with magnesium are 
to protect the metal from burning and to clean the 
metal of nonmetallic impurities. 

Two fluxes commonly are used in the preparation 
of magnesium alloys in the foundry. Dow No. 230 
flux, used in the melting furnace, is for protection 
against burning and oxidation only. This flux melts 
at a lower temperature than the alloy and remains 
fluid while the metal is held molten. Density of the 


145 








Magnesium... 


flux is slightly higher than that of the common alloys, 
which allows most of the flux to remain in the bottom 
of the crucible. The surface tension between the flux 
and melt is sufficiently high to maintain a film of 
fluid flux on the surface and exclude atmospheric 
oxygen. 

If Dow No. 230 flux is used in crucibles from which 
castings are to be poured, the castings are very likely 
to contain chloride inclusions which will cause accel- 
erated local corrosion at the spot containing the 
chloride. Dow flux No. 310 is preferred for protec- 
tion when melting in the same crucible from which 
castings are to be poured and in the pouring crucible 
when molten metal is transferred from the melting 
furnace. No. 310 flux melts when it is added to 
molten metal and forms a thin liquid layer of flux 


over the surface. Approximately five minutes after 
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the flux is added, it dries to form a hard protective 
crust. This crust can be skimmed back or removed 
easily when the metal is ready to be poured. 

The refining operation with Dow No. 310 flux is 
also efficient in removing nonmetallic impurities from 
the metal. For this purpose the metal in the pouring 
crucible is heated to 1320 to 1350°F and a layer of 
the flux sprinkled over the surface. When the flux 
melts, a hand or mechanical stirrer is used to impart 
a swirling motion to the metal. The speed of stirring 
should not be so vigorous as to form a vortex, else 
air will be sucked into the metal and increase the 
oxide content. No. 310 flux should be added gradual- 
ly while stirring and the stirring continued until the 
surface appears clean and lustrous. At this time the 
excess flux and oxide should be skimmed from the 
surface and a fresh coating of flux applied. 

For melts that are to be degassed with chlorine in 
the pouring crucible, the flux refining operation may 
be eliminated since the magnesium chloride formed 
during this operation is washed through the melt and 
efficiently cleans the metal of oxide inclusions. A 
holding period of at least five minutes after the last 
addition of flux is required to insure proper drying 
of the flux. If the flux does not have sufficient time 
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to dry, flux inclusions may be found in the casting. 

After the flux is removed from the melt in prepara- 
tion for pouring or at any other time when the use 
of flux for protection is undesirable, burning of the 
metal can be controlled by dusting with a mixture of 
sulphur, boric acid and ammonium fluoborate. 

Gas Porosity—-Gas porosity may occur in mag- 
nesium castings if certain precautions are not ob- 
served in metal preparation and melting. In mag- 
nesium alloys gas porosity usually takes the form of 
microporosity rather than pinhole porosity or large 
voids. Gas porosity in magnesium alloys results from 
hydrogen gas which is soluble in the molten metal 
and liberated during the freezing process to cause 
microscopic voids in the casting. 

The principal source of hydrogen is moisture com- 
ing in contact with molten magnesium alloys. The 
moisture may be in the form of hydrated magnesium 
salts on scrap or ingots charged to the melting fur- 
naces or on tools and equipment used in the melting 
process. Since the melting and refining fluxes used 
with magnesium alloys are hygroscopic, they are an 
additional source of moisture. Care should be exer- 
cised at all times to keep the flux as dry as possible 
and to use it in such a manner that it is not sub- 
merged under the metal surface until it has become 
molten. Oil or grease on scrap charged to the fur- 
nace is another source of hydrogen. 

The prevention of gas pickup requires that all scrap 
or ingot charged to the melting furnaces be clean 
and dry and all tools and equipment be clean and hot 
enough to insure dryness. 

It is especially important that crucibles being filled 
at the tilting furnaces be as clean as possible and hot 
enough to drive all moisture from flux or sludge on 
the bottom or side walls of the crucible. Scrap which 
may be contaminated with oil, grease or preservatives 
should be degreased before use in melts intended for 
castings. 

The elimination of moisture, oil, grease, etc. from 
metal to be melted or tools which may come in con- 
tact with the molten metal is necessary for reasons 
of safety as well as of casting quality. Moisture on 
metal or tools brought into contact with molten mag- 
nesium may react with sufficient violence to eject 
metal from the crucibles. When degassing is a stand- 
ard procedure at a later stage of the melting process, 
the observance of these precautions will decrease the 
time and cost of the degassing treatment. 


The use of well designed and well placed gates, 
risers and chills to promote directional solidification 
may be sufficient to decrease the ill effects of dis- 
solved gas, but the only positive method of eliminat- 
ing gas porosity is to prevent the absorption of the 
hydrogen or to eliminate the gas by treating the 
molten metal to remove it. 

Degassing—Several methods of removing hydrogen 
from molten magnesium have been developed. Treat- 
Ment of melts with aluminum chloride, zine chloride, 
or chlorinated hydrocarbons is practiced to a limited 
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Using a band saw in the cleaning room to re- 
move risers from a magnesium alloy casting 





extent. Solidifying each melt in the crucible and re- 
melting is a well known but time consuming method 
of reducing the hydrogen content. However, the most 
efficient and most widely used method involves bub- 
bling dry nitrogen or chlorine through the molten 
metal. Use of chlorine requires adequate provisions 
for ventilation. 

The degassing treatment is best performed just 
after the metal has been transferred from the melt- 
ing crucible. If this is impossible or inconvenient, 
degassing may be performed in the melting crucible. 
The results when degassing in the melting crucible are 
not quite as good as when degassing in the pouring 
crucible, since the melt may absorb more hydrogen in 
the transferring and refining operations. The metal 
temperature should be controlled between 1320 and 
1380°F during the treatment. Lower temperatures 
result in the formation of solid magnesium chloride, 
which does not protect the metal from burning. High- 
er temperatures result in a too rapid formation of 
liquid magnesium chloride, which increases the melt- 
ing loss and the danger of flux inclusions in the cast- 
ings. 

The fluxing gas may be introduced through a car- 
bon or graphite tube. The end of the tube must be 
held at a safe distance from the sides or bottom of 
the crucible to prevent a rapid localized attack of the 
steel by chlorine. A treatment of 5 to 15 minutes is 
recommended, depending upon the condition of the 
metal to be treated. The rate should be adjusted to 
the maximum flow that will not result in excessive 
agitation. 


The mechanical properties of magnesium alloys are 
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closely related to the grain size of the metal. Fine 
grain material may be assured by following one of 
several established grain refining techniques. 


One method of grain refining, and one which is still 
used to a considerable extent, is known as superheat- 
ing. The metal is heated to some temperature be- 
tween 1650 and 1750°F and held there for up to 15 
minutes before cooling to the pouring temperature. 
The required holding temperatures and time period 
differ from plant to plant and usually vary with the 
alloy being treated. The metal should be cooled from 
the superheating to the pouring temperature and 
poured as rapidly as possible to obtain the best grain 
size, since grain size increases when the metal is held 
at temperatures lower than the superheating tem- 
perature. 

A newer method of grain refining that is finding 
use in this country and abroad is carbon inoculation. 
A number of carbon-containing compounds such as 
lamp black, calcium carbide, carbon tetrachloride and 
chlorinated hydrocarbons may be employed with suc- 
cess. The treatment varies with the compound being 
used. Solid materials may be added at 1400-1450°F 
and the metal held for 10 minutes before pouring. 

The control of impurities in magnesium alloys is 
dependent upon cleanliness in operation. Silicon is a 
major impurity in most foundries. Silicon is usually 
picked up from molding or core sand adhering to 
foundry scrap charged to the melting furnaces. To 
prevent this, all such scrap should be cleaned by sand 
blasting prior to remelting. Scrap castings with in- 
ternal pockets should be sawed or broken open to 


Left—Magnesium sand castings for aircraft engines. 


aid in removing all core sand. Other causes of con- 
tamination are the mixing of other metals handled in 
the foundry and the introduction of inserts or bush- 
ings in purchased scrap. 

Pouring Practice—As in the case with all other 
metals, the pouring practice for magnesium alloys is 
very important. The crucible must be removed from 
the furnace at a temperature sufficiently above the 
required pouring temperature to permit time for clean- 
ing the metal surface. All the flux and oxide should 
be skimmed from the metal surface and removed from 
the crucible walls and pouring lip. 

The correct pouring temperature is determined for 
each casting at the time the gating is established. It 
must be controlled closely thereafter to prevent mis- 
runs or excessive porosity in castings. 

Pouring the casting is performed whenever pos- 
sible with one crucible, but the best gating practice 
for some castings requires that two or more crucibles 
be used. 

A pouring box is advisable for all castings. The 
metal stream should never be guided directly down 
the sprue. The metal should be poured rapidly at 
first to fill the pouring box and the rate then adjusted 
to keep the box full until the pour is completed. Main- 
taining the pouring rate as steady as possible and 
holding the crucible lip close to the pouring box will 
prevent excessive turbulence and the formation of 
oxide skins which can wash into the casting. 

Having sufficient metal in the crucible so that a 
heel of at least 10 per cent can be retained when the 
mold is full, will aid in preventing flux inclusions. 

Molding and Coremaking—Sand practice employed 
in the magnesium foundry differs from that with other 
metals. The difference is again due to the reactivity 
of the metal in the molten state. In the early days 
of the magnesium industry, it was thought that sand 
molds had to be completely free from water. Later 
developments have shown that if an inhibitor is mixed 


Right—Typical magnesium aircraft sand castings 
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with the sand, sufficient water to properly temper 
the sand can be used. 

The inhibitors in general use are sulphur, boric 
acid and diethylene glycol. Some foundries prefer to 
have a small amount of a fluoride which is volatile 
at the temperature of molten magnesium present for 
added protection. The amount of inhibitors main- 
tained in the sand will vary depending upon the size 
and type of castings being poured. These inhibitors 
in the sand result in a large quantity of gas being 
formed in the mold cavity when the metal is poured. 
It is, therefore, necessary that an open sand with a 
high permeability be used. 


To obtain the high permeability and low moisture 
content with other good sand properties, it is neces- 
sary to use a synthetic sand. The base sand is usual- 
ly a washed silica or a bank sand with a grain size 
distribution that provides a permeability of 80 to 150 
on the basis of AFS standards. The permeability 
needed in the sand depends upon the inhibitors used, 
the size of the castings produced and the surface 
finish required on the castings. With such an open 
sand, the presence of up to 2 per cent diethylene 
glycol is very desirable to slow down the rapid dry- 
ing of the sand. 

In all synthetic sand systems frequent mulling of 
the sand is desirable. New sand, bentonite and in- 
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Left—Making cores for the production of 
magnesium alloy sand castings. Right—A 
large magnesium casting used in bag making 





hibitor to replace that which is burned out of the 
sand are usually added in the muller. Additions of 
the new sand and bentonite are made to maintain the 
molding sand properties within limits established by 
experience in the individua] foundries. 

It is very important in the magnesium foundry to 
keep the molding sand as clean as possible. Frequent 
screening of the sand is necessary to remove all debris 
likely to absorb moisture or which may itself react 
with the molten metal to produce blows in the cast- 
ings. 

Coreroom practice in the magnesium foundry dif- 
fers only slightly from that used with other metals. 
The major difference is found again in the need for 
inhibitors in the core mix. Sulphur and boric acid 
are the usual inhibitors employed. 

The most common core binder used in magnesium 
foundries is urea formaldehyde, which has substan- 
tially replaced the oil core binders in common use 
until approximately 1943. The urea-formaldehyde 
bonded cores have a hard surface and can be baked 
at 300°F which results in a much lower loss of in- 
hibitor. The knock-out (Please turn to page -362) 
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HROUGH the years the conventional cupola 

with an acid lining has been operated purely as 

a melting furnace with no chemical refinement 

expected. Cumulative sulphur absorption and 

declining raw material quality have made it in- 
creasingly difficult to meet the more rigid and more 
varied metallurgical expectations with the materials 
available and the chemical limitations of the acid cu- 
pola. 

In Europe some theoretical and experimental con- 
sideration has been given a cupola lined with basic 
refractories, but such an operation remained chiefly 
an academic dream because of questionable control 
and refractory service. Within the last decade the 
3ritish made such a basic cupola a practical reality, 
and Renshaw reported successful production experi- 
ences. Most of these first basic cupolas were operated 
on special applications and/or raw material situations, 
and the versatility was not immediately evident. 

Basic cupola research was started in our plant five 
years ago. The first three years of experimentation 
and short production trials were reported in a pre- 
vious paper''’. Production trials gave satisfactory 
performance. A magnesite brick lining was more re- 
sistant than clay refractories but refractory costs 
were very high. Cheaper basic refractories were an- 
ticipated. 

Small experimental heats were used to explore basic 
behavior and acquire familiarity with controlling fac- 
tors. On over 100 experimental heats, a variety of 
metal charges were melted with two different types 
of coke and a number of flux combinations. When 
slags of proper basicity were obtained, considerable 
desulphurization was accomplished and carbon ab- 
sorption was extended beyond the limitations of acid 
cupola melting. Many sulphur contents of .005 to 
.040 per cent were obtained directly from the cupola. 
Whereas the acid slag had always been considered 
an incidental nuisance, the basic slag was shown 
capable of accomplishing desirable chemical refine- 
ment. 

On the basis of the desulphurization accomplished 
and the increased carbon pickup several varied ap- 
plications were suggested in which basic melting 
might find a place either in improved iron quality or 
in relieving raw material problems through successful 
use of more scrap and lower quality materials. The 
basic refinement made possible an iron chemistry 
very suitable for the newly developed nodular or 
ductile iron. 

For the last two years we have been operating one 
of our smaller production cupolas with a basic lining. 
This cupola is a 36-in. ID furnace melting 4 tons 
per hour for five to eight hour shifts. The output is 
predominantly a gray iron of 0.20 per cent phosphorus 
content‘?'. A number of occasional special irons have 
been melted on this cupola. After a few early troubles 
the operation has been very satisfactory. Practically 
all the lower phosphorus irons have been melted with 
an economic advantage ard some of the special irons 
have been produced with considerable economic and 
or metallurgical advantages. 

Our operating experiences have continued to verify 
the versatility as well as the practicability of the basic 
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cupola for a number of melting applications. Continual 
progress is being made in understanding basic melt- 
ing and reducing the cost of refractories. The ex- 
periences of a number of American plants that have 
installed basic cupolas within the last two or three 
years, together with the longer experiences in Europe, 
have established more clearly the advantages and 
limitations of basic melting in the foundry field. 

Refractory Lining and Maintenance—Fig. 1 shows 
details of the basic lining used in our cupola. The 
left side shows the original magnesite brick lining 
and the right side the lining as it is presently main- 
tained with a monolithic dolomite patch blown with 
a pneumatic gun. Basic refractories are necessary 
only in the portions of the lining that directly con- 
tact the slag or contribute to the slag. 

Before arriving at our current procedure for daily 
patching, we investigated five fundamentatlly different 
combinations and eight different basic materials. Our 
earlier basic cupolas were maintained primarily with 
rather expensive magnesite brick which were available 
for higher temperature steel furnaces. Some patching 
with rammed magnesite and rammed dolomite showed 
considerable economic promise. With the introduction 
of the pneumatic guns for cupola patching we suc- 
ceeded in blowing several of the granular basic ma- 
terials produced for steel furnace hearths. Slight ad- 
justments were usually made on the commercial mix- 
tures, either in the bond or size distribution, to facili- 
tate the application with our particular gun. A com- 
parative study was made of daily attack and refrac- 
tory maintenance costs. Results are summarized in 
Table I. 

All the basic materials were equal to or better in 
performance than clay refractories, but considerably 
higher in cost. Patching with magnesite brick gave 
the least attack but the highest cost. Although re- 





TABLE !|—Comparative Refractory Performance 
and Patching Costs 


(25 Ton Heats-—36-in, Cupola) 


No. Days Max. Attack”) Patch Cost 

Patch Material Averaged Per Side Per Ton’ 
Acid: 

Clay brick 18 6.0 in $1.51 

Ganister-clay gunned i 1. in 1.10 
Basic: 

Magnesite brick 18 2.4 in 3.80 

Magnesite rammed 3 3.5 in 

Magnesite gunned i 3.8 in 2.6% 

Dolomite rammed 4 4.0 in 

Dolomite gunned 30 4.2 in 1.85 


1. Difference in lining before and after heat at point of maximum 
attack 2. Both material and labor costs of patching back to origina) 


dimensions 





TABLE Il—Basic Mixes with Varying Slag Basicity 
) , P) 


2.00% Si, 3.40 Cc. 6.20 


(Producing same final chemistry 


Pro- 
portion Silicon Carbon Sulphur 
Flux Charge of Steel Loss Pickup Final 
cid i Limestone 30 15 15‘ 090 
eB ( No Flux 35 20 65 O75¢ 
1 |Limestone 10) 24 SD OTO% 
Limestone 0 24 1.25 O80 
par 60 1.60 O50 


Cac } mestone 1° spar SO 30 2.4( Ost 


R nded erage f sever days operation based I r wo 








fractoriness was slightly less, the blown dolomite 
preparation has given us the best overall cost. On 
this particular cupola the dolomite patching cost was 
$0.75 per ton of melt higher than acid patching with 
a blown ganister mixture. This was a 68 per cent 
increase in refractory cost. Economic justification 
for a basic lining can be expected only when this in- 
creased refractory cost can be overcome by greater 
savings in the metal charge or improved casting 
quality. 

This cupola is equipped with water cooling by ex- 
ternal sprays. As expected, the water cooling does not 
appear to retard refractory consumption until the 
lining has been burned very thin. However, opera- 
tions for a few days were successful with essentially 
no refractory lining in the me!ting zone. One of our 
acid cupolas is operated regularly with external water 
cooling and practically no lining. Water-cooled acid 
and basic cupolas with either external sprays or in- 
ternal jackets have been operated successfully by a 
number of plants both in Europe and the United 
States. With further development water cooling seems 
to offer more relative advantages on a basic furnace. 

Some special consideration must be given the slag 
hole refractories because of the more corrosive nature 
of the basic slags. The basic cupola in our plant has 
been operated both as a back-slagging, intermittent- 
tap cupola, and currently as a continuous-tap, front- 
slagging cupola. In back slagging, the rear slag hole 
received the abuse. Clay-graphite refractories were 
sufficient for only short heats of two or three hours. 
Slag holes rammed from dolomite and magnesite, 
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when properly bonded and densely rammed, have 
lasted satisfactorily for a one-shift operation. Silicon 
carbide blocks have lasted generally one and two days. 
Graphite and carbon slag hole blocks proved com- 
pletely resistant to slag attack and slag adherence 
but were gradually burned larger by escaping air 
when left open too much. 

In front slagging the special refractories are needed 
in the tap hole, the slag skimmer knife, and runner 
box wherever contacted by the slag. Tap _ holes 
rammed from both dolomite and magnesite have per- 
formed with consistent satisfaction for a one-shift 
operation. Frequently these have been used two or 
three days with essentially no patching. High alumina 
brick (98% + Al.O,) have shown good resistance, 
but at a higher cost than other materials. Our runner 
box and slag knife are made from magnesite brick 
with a 1-in. inner lining of rammed dolomite. The 
daily attack is confined to this dolomite layer, which 
is patched after each day’s operation. The slag over- 
flow and run-off trough are lined with thin graphite 
or carbon blocks with the sides formed from carbon 
paste or clay-graphite refractories. Carbon blocks 
and pastes have proved completely resistant to slag 
attack and adherence, but are attacked slowly by hy- 
poeutectic iron if extended below the slag level. 

Flexibility by Varying Slag Basicity — A cupola 
with a basic lining may be operated at several dis- 
tinct levels of slag basicity, dependent on the quantity 
of basic flux used. For that reason experiences from 
various cupolas cannot be properly compared without 
consideration of slag basicity level. Larger slag vol- 
















TABLE I!l—Special Irons Made in Basic Cupo‘a 


(Typical Short Heats—36 in. Production Cupola) 


Type Metal Flux Metal Chemistry 
Iron Charge Charge Ss Si Cc Alloys 
1. Nodular Iron 50% Steel 4% CaC, 
| 50% Low-phos pig 4% Limestone, 2% spar .010 2.07 3.90 Mg 
2. Permanent Molds 30% Steel 6% Limestone 
70% Pig 2% Spar .040 1.79 3.80 Cr 
3. Forging ‘‘Die Pots’’ (A) 100% Alloy return 4% Limestone 
14% Spar 061 1.10 3.97 Ni, Mo, Cr 
(B) 100% Alloy return 2% Limestone .073 1:33 3.70 Ni, Mo, Cr 
4. Ni-Resist 100% Ni R return 6% Limestone .082 2.18 2.84 Ni, Cu, Cr 
1% Spar 
5. High Strength 90% Steel 1% Limestone .082 1.67 2.87 


















12. 6% Lst, 2% Spar 








cao MgO 





1. Basicity ratio 





sio, 
Total Fe.O. and FeO determined as FeO. 
Tote] caletum determined as CaO 
. Total sulphur determined by gravimetric precipitation 
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as BaSO, 


TABLE 1V—Typical Basic Cupola Slags with Varying Degrees of Basicity 





Metal Slag Composition, % Basicity Slag 
Flux Charge Sulphur % SiO, Al,0, FeO «) MnO Ca0,2) MgO s Ratio,,, Appearance 
Mild Basicity 
1. 5% Lst, 1% Spar, First Ladle 079 36.5 11.5 13.4 2.6 26.1 5.7 0.04 0.87 Glassy, black 
2. No Flux 074 37.5 12.8 3.1 1.8 23.2 20.1 0.28 1.15 Resinous, dark black 
3. 1% Limestone 061 34.3 9.4 1 : Fe 30.5 22.0 0.39 1.53 Dull, black 
4. 2% Limestone 064 35.1 7.8 2.2 1.7 35.0 16.8 0.46 1.47 Dull, brownish black 
Medium Basicitu 
5. 4% Lst, %% Spar 047 28.6 6.55 1.8 1.2 41.2 19.6 0.56 2.12 Dull, brownish gray 
6. 4% T.st, Hot Blast 450° F 030 26.0 9.2 2.9 0.6 32.5 28.6 1.26 2.35 Dull, dark gray 
7. 1% CaC,, 4% Lst, 1% Spar 032 25.8 6.5 2.0 0.6 40.3 23.2 3.08 2.46 Dull, brownish gray 
Hiah Basicitu 
8. 4% CaC, 4% Lst, 2% Spar 010 18.8 13. 0.4 0.6 62.4 9.0 2.50 3.80 Powder, grayish white 
9. 5% Gac,, 5% Lst, 3% Spar 005 15.8 15.2 0.2 0.1 59.3 8.6 4.29 Powder, grayish white 
100% Scrap Charges with Increasing Basicity 
10. 3% Limestone 062 35.4 10.1 1.9 1.9 34.1 16.2 0.46 1.42 Dull, brownish black 
11. 4% Lst, %% Spar O71 32.4 11.7 1.2 0.6 39.0 15.1 0.62 1.67 Dull, medium brown 
022 30.6 7.8 0.7 0.8 42.3 15.2 0.70 1.88 Dull, light brown 
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TABLE V—Comparison of Properties—Acid vs Moderately Basic 




















(Equal Chill Depths—1.20 in. Bars) 
Transverse—— 
No. —————Average Analyses Carbon Load Defl, Tensile 
Tests S Si Mn r Cc Equiv.* (ibs) (in,) (x10° psi) Bho Tens./Bhn 
Acid (12) .089 2 09 67 .26 3.39 4.09 2325 261 36.9 204 181 
Basic (12) .053 2.00 .66 19 3.32 3.98 25005 281 39.9 212 188 
* Carbon equivalent — C + .3(Si + P) 
. ° ° . ° 
TABLE Vi—Comparison of Properties—Lo-S Acid vs High-S Casic 
(1.20 inch bar) 
Transverse—— 
No, Average Analyses Carbon Load Defl. Tensile 
Tests S Si Mn P Cc Equiv.* (Ibs) (in,) (x10° psi) Bhn Tens./Bhn 
Acid (33) .0O78 2..'3 .61 .20 3.37 4.07 2328 278 33.9 197 172 
3asic (31) .066 2.00 .68 .21 3.35 4.01 2410 276 36.3 203 177 
* Carbon equivalent — C 3(Si P) 
. . . . 
TABLE Vi!l—Properties in Various Diameter Bars 
— Modulus of Rupture—— Tensik Drop Test — 
Carbon ( + 10° psi) (x 10° psi) (inches) 
Equiv. Mn Ss 5/8” 7/3" 1.2” 2.0” 5/8” 7/38” 1.2” 2.0” 5/8” 7/3” 1.2” 2.0” 
Ac'd 4.15 61 .093 58 62 62 57 10 10 36 29 2.6 5.9 9.8 20.2 
Basic 4.12 .00 .045 68 65 63 62 15 4) 36 29 2.5 7.5 10.7 21.3 
1. Carbon equivalent — C + .3/‘Si P). 
2. Hammer dropped from successive 1l-in. increments. Average hei ht of four tests, For %” and 7%” bars, 12%-lb hammer on 4-in. sup- 
ports. For 1.2” bar, 25-lb hammer on 6-in. supports. For 2.0” bar, 50-lb hammer on 12-in. supports. 











umes and slags of higher basicity remove more sul- 
phur from the metal. The more basic slags also wash 
away the acid ash from the coke more effectively, 
producing a higher carbon pickup and more reactive 
combustion. The additional use of small percentages 
of calcium carbide, by virtue of its exothermic and 
strongly reducing effect, has enabled us to make the 
slag still more basic and lower in FeO, the sulphur 
extremely low, and the carbon pickup still greater. 

On the low basicity extreme our basic furnace has 
been operated with no flux addition. The basic refrac- 
tory consumed from the lining more than neutralized 
the acid constituents from the coke ash and silicon 
oxidation so that the resulting slag was still slightly 
more basic than an acid slag. The charge was little 
different from an acid mix and the sulphur was only 
slightly lower. Progressive increases in flux quantity 
produced increased slag basicity and final sulphurs 
were decreased progressively from .075 per cent to 
.030 per cent. To compensate for the increased carbon 
pickup the proportion of steel in the mix was in- 
creased from 35 per cent to 80 per cent to produce 
the same carbon content averaging 3.40 per cent. 
Table II shows five different basic mixes along with 
an acid mix that we have used to obtain iron of the 
same chemistry, except for sulphur. 

In our raw material situation and on lower phos- 
phorus iron the basic mix has proved a net economic 
advantage by virtue of the increased proportion of 
steel scrap. The 60 per cent steel mix effected a net 
saving of over $2 per ton. The 80 per cent steel mix 
with carbide produced a further saving but required 
closer supervision to maintain good control. 

As indicated in Table II silicon loss is much higher 
in basic melting and must be considered chemically 
and economically. No manganese has been required 
On our basic operation. Better manganese recovery 
with a basic slag has produced manganese contents 
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of 0.45 to 0.70 per cent, which are sufficient to neu- 
tralize the lower sulphur contents of .030 to .070 per 
cent. 

Nodular and Special Irons—The reactions under a 
highly basic slag have produced chemical accomplish- 
ments beyond the limitations of the acid cupola, some 
of which have desirable metallurgical applications. 
Table III shows some of the occasional special irons 
made advantageously in our basic cupola. 

The first special iron described is a heat of nodular 
iron for casting research. Irons of 0.010 per cent sul- 
phur and 3.90 per cent carbon were obtained with a 
flux charge of 4 per cent calcium carbide, 4 per cent 
limestone, and 2 per cent fluorspar. This basic iron 
required only one-third the magnesium alloy addition 
usually needed for acid cupola iron. From the reduced 
alloy consumption and savings on the base metal 
charge, the basic cupola has shown us potential net 
savings of $10.00 to $12.00 per ton on nodular iron. 
Although we have had little repetitive experience on 
this iron, Flinn and Kraft‘*) have verified these ad- 
vantages in regular nodular production. A number 
of plants are using basic cupolas successfully on regu- 
lar production. From the economic and metallurgical 
standpoint the basic cupola seems to offer the most 
definite advantages for nodular iron. 

The second iron in Table III is a permanent mold 
application in which a very high carbon iron is de- 
sired for heat shock resistance. The basic cupola made 
it possible to obtain 3.80 per cent and higher carbons 
which could not be obtained readily in our acid cu- 
pola. Furthermore, the use of 30 per cent steel scrap 
substituting for low-phosphorus pig iron produced a 
net saving of $4 per ton where low-phosphorus con- 
tent was desired. 

The third iron for forging dies is another high- 
carbon heat for shock application, alloyed with nickel, 
molybdenum and chromium. (Please turn to page 250) 
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HE Experimental Foundry of the National Bu- 
reau of Standards, Washington, is engaged pri- 
marily in foundry research. However it also pro- 
vides casting service for all the divisions of the Na- 
tional Bureau of Standards as well as many other 
government agencies. Most of these castings are 
made from iron, copper, aluminum, magnesium or 
lead-base alloys and weigh less than 200 pounds. 
These castings are for components not readily obtain- 
able elsewhere and are rarely duplicated since they 
usually are parts of some experimental] apparatus. 
When castings require cores, suitable coreboxes 
must be constructed. Since only a few of these cores 
are alike, a large number of coreboxes accumulate. 
This not only poses a serious storage problem for 


coreboxes, but also suggests the need for a versatile 
type of cylindrical corebox which would reduce the 
necessity of making new boxes for each job. By de- 
signing a set of coreboxes which would satisfy the 


dimensional requirements of the majority of cores 


Fig. 1—Corebox. Dimensions shown in Table | 


Versatil 


used, it was believed that a considerable econom\ 
could be effected. 

With this purpose in mind, a set of 14 coreboxes 
for cylindrical cores was made of wood. However 
in many instances meta] may prove to be a more sat- 
isfactory material. The design of the boxes is shown 
in Fig. 1, and the dimensions in Table I. This set 
allows the coremaker a range of diameters from *x,- 
in. to 2 in. in steps of 4g-in. Other sizes may be added 
to the set if required. The holes are symmetrical! 
throughout the entire length. Although the lengths 
of the boxes are optional, they have been made for 
the maximum length appropriate to the diameter as 
determined from experience. 

In common practice if a cylindrical core is to bé 
used in the horizontal position, it has the same diam- 
eter from one end to the other. However, when used 
in a vertical position it is customary and advantage- 
ous to taper the cope or top end of the core to facili- 
tate centering and to avoid crushing it when the cope 
is placed on the drag. Customarily this taper of the 
core is effected by making the taper an integral and 
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Foundryman 
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doreboxes 


permanent part of one end of the corebox. To sim- 
plify the corebox construction, need for a taper at 
the end of the box was eliminated by substituting 
inserts machined from metal bar stock, as shown in 
Fig. 2. 

The lack of uniform practices in tapering the end 
of the core has been one of the principal factors re- 
quiring new coreboxes and core prints for every new 
casting order received in the foundry. In consulting 
the references listed in the bibliography of this paper, 
the suggested taper for cores ranges from 2 to 18 de- 
grees. From experiences in this foundry, it was de- 
cided to standardize on a 15-degree taper for the cope 
end of the core. A standard vertical length for the 
taper was also adopted for each core diameter. Each 
insert is 1/32-in. smaller in diameter than the corebox 
in which it is to be used, thereby permitting the in- 
sert to be dropped or placed at the bottom of the box 
prior to ramming. Brass is an excellent material for 
this application because of its machinability, corro- 
sion resistance, and hardness. The sand does not 
stick to the metal and the surface not easily 
scarred in ramming and venting operations. The di- 
mensions of the inserts are shown in Table I. 

Adoption of standard taper and length for the core 
ends also permits the use of a master set of core 
prints. Consequently, a set of core prints for the 
cope and drag ends of the vertical cores was made 
according to Figs. 3 and 4 with the dimensions given 
in Table I. 

Since the length of the cores is also a variable de- 
pending on the casting, provisions were made for 
making cores of various lengths. If the core does not 
contain vent rods, it may be made the full length of 
the corebox and cut off to the desired dimension. 
However if vent rods are used or a large number of 
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Fig. 5—Arrangements for ramming cores 


cores shorter than the box are needed, time and ma- 
terial may be saved by cutting a cylindrical piece of 
wood to the proper length, placing it at the bottom 
of the corebox cavity, setting the insert on top of it, 
and ramming the core. A more versatile arrange- 
ment for making any length of core is shown in Fig. 
5. in which the length is varied by rotating the thread- 
ed rod. The rod is designed so that a core print can 
be placed on top of it to serve as a stage to support 
the brass insert. 

As previously mentioned, cores made for use in the 
horizontal position are not tapered at either end and 
are therefore rammed without using the brass insert. 
Since horizontal cores are apt to be subject to severe 
hydrostatic pressures during pouring, it is especially 
important that they have adequate support at each 
end. For this reason, the (Please turn to page 342) 





Corebox Dimensions 


| 


(Inches) 

No D L Ww Ww DP 
1 3, 6 2 2 ! 
2 6 2 2 
3 8 z 2 
$ ‘ 8 r 4 2 
M4 7 Ss =: 2 
6 1 8 2? 2! 

7 11% 10 2 2 1 
8 14 10 3 3 1 
9 1% 10 3 3 1 
10 1! 10 3 3 1 
11 154 12 3 3 1 

12 1% 12 3! 3! 1 

13 1% 12 123 
14 2 12 1 

D—Corebox inside diameter ID! -Outside 

IL—Corebox length H —Height 

W and W'!—Corebox widths 


TABLE I—Dimensions of Corebox, Insert and Core Print 


—KBrass Insert Dimensions— 
(Inches) 


diameter of ir 
of insert 


Vertical Core Print Dimensions 





(Inches) 
H pr Hi B A No 
‘ %, VA 4 1 
4 4 ys 
Y, a! 
8 1 
, ‘ 
ve 11 q 7 
7% 114 S 
7%, 1% 9 
11% 1! 1% 10 
1k 1% 1% 11 
1 1%, 1% 1 12 
11, 17 11% 1 13 
12 9 1% ! 14 
sé '1_Core print diameter (max.) 
H1 Core print height 
B External length dowel pin 


Diameter of dowel pin 
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The Nonferrous 
CLEANING ROOM 


By MARTIN G. DIETL 
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LTHOUGH a foundry’s profit is affected by its 
A cleaning room operations, that department is 
~ most often neglected in an improvement pro- 
gram for the foundry in general. More often than 
not, a modernized foundry will continue to funnel its 
castings into an outmoded and inefficient cleaning 
room. 

Great emphasis is placed on rigging a pattern to 
produce a good casting; too little attention is paid to 
the possible adverse effect on profits when the gate is 
cut and ground off the casting. The cleaning room’s 
work begins when the pattern is fitted for its gate and 
runner, and is continued by good coreroom practices, 
close sand control and good metallurgy. No one will 
deny that the first function in rigging a pattern is to 
produce good castings. The second and third obliga- 
tions are to produce those castings economically and 
with the least amount of processing time. A pattern 
that is rigged so badly that its gates cannot be cut 
readily with a knife, band saw or friction wheel is 
wasteful of cleaning room man-hours. 

Excessive finning caused by either badly fitting core 
prints or faulty pasted cores also reduces cleaning 
room efficiency, just as does an inaccurately formu- 


lated core mixture. It is axiomatic that a good core 
has many properties affecting the inside of a casting. 
Once the metal has solidified, however, the work of 
the core is accomplished. The core sand mixture can 
be so formulated that a given percentage is removed 
from the casting at the shakeout; otherwise the core 
becomes a liability of the cleaning room. 

Good core collapsibility upon metal solidification 
stems from accurate core mixture control. Similarly, 
the cleaning room can be further assisted in grinding 
castings at a minimum of expense by close molding 
sand control and standardized mold practices. Metal 
penetration will result from various conditions but, 
whatever the cause, it becomes the duty of the clean- 
ing room to attempt to salvage such castings by 
chipping and grinding. 

Assuming that other departments of the foundry 
have reasonable control over those processes whicl 
ultimately affect cleaning room operations, let us con 
sider the problems incident to finishing the brass or 
bronze casting after it has solidified in the mold. 
Among the earliest means of transporting castings 
from the foundry to the cleaning room was the wheel- 
barrow. Its versatility and handiness still makes it 
an indispensable tool. In any number of small un- 
mechanized nonferrous shops employing 25 people or 
less, the castings are pulled out of the mold and trans- 
ported by wheelbarrow to some kind of a core shake- 
out. This device often is nothing more than an alloted 
space on the floor where the workman, by means of 
an air hammer and chisel, knocks the core and any 
adhering molding sand from the casting. The wheel- 
barrow is used again to transport the castings to the 
next operation. 

The writer does not wish to infer that the wheel- 
barrow is a tool of only the small shop; even the 
largest foundries find full-time use for several wheel- 
barrows. But since large shops must move greater 
quantities of castings faster, other transportation 
methods have been devised. Obviously, the use of 
skid or tote boxes would enable one man with a power 
truck to move much greater loads faster. At the 
same time much of this saving is lost if the handling 
at each work station remains slow. For instance, it 
would seem advisable to sort different castings to dif- 


Fig. 1—Poured molds riding on roller conveyor 
are dumped onto oscillating shakeout conveyor 
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Fig. 2—Separated from sand by grated oscillating conveyor, castings are 
cleaned in blast table and moved by chain conveyor to the cleaning room 


Fig. 3—Castings are picked off chain conveyor and cores removed by knock- 
out machine (left). Plumbing grade castings are returned to chain conveyor 
and high-pressure castings go to cut-off machine (right) for gate removal 





ferent skids as soon as the molds are dumped; other- 
wise the cleaning room is obliged to segregate the 
different orders. Also, castings may be sorted more 
quickly while still attached to a gate than individual- 
ly after being cut off. 

If the foundry is located on the floor above the 


cleaning room, large quantities of material can be 
handled by a chute. This method also has the in- 
herent disadvantage of requiring adequate labor to 
sort the different castings whenever a number of di- 
verse jobs are so transported. Any type of mechan- 
ical transportation of gated castings cannot be con- 
sidered in the light of faster handling alone. Much 
thought must be given to the type of castings and 
quantity to be transported, the work to be done, and 
the adaptability of any system to the rest of the 
cleaning room installations. 

Many varieties of continuous conveyors will move 
castings. The popular belt conveyor consists of a 
duck or asbestos structure impregnated with rubber. 


Fig. 4—Chain conveyor carries plumbing goods and 
low-pressure valves to three sprue cutters. Each 
operator handles only the type castings assigned 
to him. Further separation is effected by funnel- 
ing specific type castings down each of the four 
chutes to grinder operators below. After castings 
have been ground they are removed by wheelbarrows 


The belt is supported by rollers or by sheet steel, and 
the end or terminal pulleys are connected to a motor 
through a suitable gear reducer. 

Differing somewhat from the belt conveyor is the 
apron conveyor. In this unit steel plates are inter- 
locked and overlapped to present a continuous sur- 
face, and yet be flexible enough to return over a pul- 
ley. Underneath, the plates are fastened to a chain 
which in turn is attached to a flanged wheel. The 
whole unit runs on a track, and power is applied to a 
terminal pulley through a sprocket. 

The oscillating conveyor applies a different prin- 
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Fig. 5—High-pressure castings are transported 
on gravity roller conveyors to stand grinders 


ciple of transporting material. 
consists of a steel trough, and an electric motor, driv- 
ing a crankshaft through an eccentric, imparts an 
oscillating motion to the conveyor. 

All of these three conveyors will receive and trans- 
port hot sand and castings from the mold shakeout. 
In the case of the belt and apron conveyors, the ma- 
terial must be fed over a vibrating screen to separate 
the sand from the castings. With the oscillating 
conveyor, the trough can be slotted to allow the sand 
to drop from the castings. 

In designing and laying out these conveyors, it is 
imperative that two conveyors changing direction of 
travel be set as close as possible to each other, to 
minimize the distance the hot castings will drop. 
Otherwise, long and narrow castings will be easily 
bent. 

For handling boxes or pallets of castings, the roller 
conveyor is easy and economical to install. Asa rule, 
this type of conveyor is either manually operated or 
the load is moved by gravity. However, a transmis- 
sion belt can be applied to the underside of the rollers 
for mechanical transportation. 

For certain applications the overhead chain con- 
veyor is preferred. It consists primarily of a chain 
to which two-wheel or four-wheel trunnions are fas- 
tened. The I-beams or monorails, serving as a track, 
can be assembled in horizontal or vertical curves to 
suit the need. The load is attached to the trunnion by 
means of a hook while a caterpillar drive pulls the 
chain along its predetermined path. Since the cast- 
ings are still attached to the runners while being 
transported from the foundry to the cleaning room, 
it is convenient to hook them onto the conveyor. 

Once a variety of castings reach the cleaning room, 
the laborious and time-consuming job of proper seg- 
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The conveyor itself 





regation takes place. Small quantities of easily rec- 
ognized castings are readily sorted and kept segre- 
gated as the job passes from one work station to the 
next, but this operation becomes highly complex when 
the varieties and quantities of castings are large. In- 
stead of a wheelbarrow, skids or boxes are required 
to transport many different castings. Since it is not 
always feasible to separate each job as soon as the 
molds are dumped, large batches of mixed castings 
reach the cleaning room floor for sorting. The indi- 
vidual sorting system necessitates a series of batch 
operations which require excessive handling time in 
addition to many containers to move and identify the 
casting lots. 

From the sorter the batch of castings go to the 
core knockout and the sprue cutter. At this point 
the sprues, properly identified according to formula, 
are gathered in a box while the castings fall into a 
suitable container and are moved to the blist station. 
The cleaned castings then are transported to the 
grinders. Another blast cleaning or acid dip, followed 
by inspection, complete the work of the cleaning room. 

One can easily see the tremendous amount of han- 
dling required just to move the castings from one 
work station to the next. It represents a highly com- 
plex operation in which castings can be unnecessarily 
delayed, perhaps even lost. An immediate saving of 
man-hours can be accomplished by studying each job 
carefully to determine such factors as whether or not 
a punch and die operation is feasible to trim the cast- 
ing off its gate. Under those conditions the gates of 
vastings are blasted prior to the punch press opera- 
tion. Sprue cutting and most, if not all, of the grind- 
ing is thus eliminated. 

It seems obvious that a more efficient flow of mate- 
rial through the cleaning room will result if manual 
handling of batches of cast- (Please turn to page 276) 


























Fig. 7—Final cleaning operation consists of blast- 
ing in airless blast barrel. Finished castings are 
then moved by roller conveyors through final in- 
spection, weighed and taken to shipping platform 
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By JOHN HOWE HALL 


Consultant 
Swarthmore, Pa. 


Electric Furnace Melting 


FOR STEEL CASTING S 


WO types of electric melting furnaces are used in 
the steel foundry industry—the arc furnace and 
the high-frequency or coreless induction furnace. 

In the former, the metal is melted and heated by arcs 
struck between the ends of graphite or amorphous 
carbon electrodes and the charge of steel. The high- 
frequency induction furnace is in effect a step-down 
transformer in which the primary winding is formed 
of a number of turns of water-cooled copper tubing 
carrying a high-voltage, high-frequency current, and 
the secondary is the steel charge itself. The metal 
is contained in a cylindrical chamber lined with re- 


Tapping a heat of steel into the ladle. Photo 
courtesy of Pittsburgh Lectromelt Furnace Corp. 
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Starting a new series of articles on steel 
foundry practice, the author discusses pro- 
cedure in electric furnace operation. This 
includes application of the lining, and 
charging and melting methods 


fractory material, and surrounded by the primary 
coils, and is heated by its resistance to the high 
amperage current set up in it. High-frequency in- 
duction furnaces are used chiefly for the manu- 
facture of high-alloy steels. 

As electric furnaces were developed originally by 

















electrical engineers with little or no knowledge of 
steelmaking, it is not surprising that many early 
types of arc furnaces were nearly or completely un- 
workable because features in the design that looked 
well on paper were entirely impractical. Several de- 
signers attempted to secure part of the heat from 
the resistance of the furnace bottom and of the met- 
allic charge to the passage of the electric current. 
In one case a number of water-cooled steel electrodes 
were built into the bottom, in others a metal plate 
was buried in the refractory material and formed one 
point of a gamma-connected, three-phase setup. 

In both cases arcs were formed between three sus- 
pended electrodes and the metallic charge, and the 
bottom carried current as soon as it grew hot enough 
to become a conductor of electricity. The resistance 
of the charge and the bottom material generated a 
portion of the heat required to melt the metal. Fur- 
naces with the buried plate are still used to some 
extent in other countries, but as far as the author is 
aware, none remains in service in the United States. 

The difficulty in having the bottom carry current 
is that it cannot be heated uniformly, and some one 
spot always heats up faster than the rest. Since 
resistance of the magnesite (Please turn to page 318) 


Duct work on top of the furnace is for exhausting 
smoke and fumes. Photo courtesy of Whiting Corp. 





Log of 18000-lb Two-Slag Basic Heat.* 


Charge 
Purchased scrap (miscellaneous) 
Foundry scrap . a: 4 


13000-1b 
5000-lb 


18000—Ib 


105 Ib 

25 Ib 

20 lb 

200 Ib 

25 Ib 

20 Ib 

200 Ib 

25 Ib 

10 lb 
$ lb on slag 
- it nm slag 
2 lb on slag 
2 lb on slag 
2 lb on slag 
2 Ib on slag 
70 Ib 

15 Ib 


Time 
10:00 Power on high tap 
10:30 Lime 100-lb 
11:00 Lime 200-ib 
11:20 Lime 100-lb 
11:40 Lime 50-lb, power on intermediate tap 
12:05 Melted 
12:10 Test No. 1—0.15%C, 0.13% Mn 
12:30 Test No. 2 (reported 1:30)—0.019%P, 0.047 
12:35 Start slag off 
12:42 End slag off 
12:43 80% ferromanganese 
50% ferrosilicon 
Pulverized carbon 
12:45 Lime 
Fluorspar 
Sand 
12:58 Lime 
Fluorspar . 
Pulverized carbon 
1:10 Test No. 3—0.22%C 
1:15 Pulverized carbon 
Pulverized ferrosilicon 
1:20 Pulverized carbon 
Pulverized ferrosilicon 
1:25 Carbide slag 
1:30 Pulverized carbon 
1:35 Pulverized carbon 
1:40 Slag white, crumbles to powder 
1:42 Test No. 4—0.23%C, 0.38% Mn 
2:05 80% ferromanganese 
50° ferrosilicon 
2:15 Tap 
Analysis 
Cc Mn Si P 
0.24 0.66 0.30 0.02 0.023 


Time of heat 4 hr 15 minutes 


*Briggs, The Metallurgy of Steel Castings, page 45 
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Fig. 19—Shakeout arrangement with roller conveyors 














Fig. 20 (above)—Dumping snap flask mold through 
opening in floor onto oscillating trough conveyor 


(right)—Oscillating 
carrying sand and castings. 
for dumping. 


Pallet at left ready 
tilted position 





Handlin 


ONTINUING the discussion started last month 

of methods of handling molding sand throug! 

the four principal stations of preparation, mold- 

ing, shakeout and storage, we are now arriving at the 

third station where the castings are removed from 
the poured molds. 

The simplest arrangement used in connection wit! 

a roller conveyor setup in shown in Fig. 19. Grates 

in the floor are used to separate castings from th 

sand; the latter is received by a belt conveyor running 

underneath. Steel frames fitted with bars and 

mounted above the grates, as shown in the illustra- 

tion, are used to support tight flasks during the 

shakeout operation. When snap flask work is handled, 
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By HENRY W. ZIMNAWODA 


National Engineering Co. 
Chicago 


: SAND and MOLD 











frames are not necessary and the molds are dumped 
directly onto the shakeout grates. 

Another typical shakeout arrangement includes 
transfer car operation. The poured molds after cool- 
ing are pushed from roller conveyors on this car and 
taken to a central shakeout station located in a place 
convenient for this operation. The empty flasks or 
bottom boards are returned by the same transfer 
car to the roller conveyor lines. This arrangement 
is less expensive but is slower and requires more 
shunting labor. 

A method coming into wide use for shaking out 
snap flask molds is illustrated in Fig. 20. The opera- 
tor dumps the molds through the opening in the floor 
onto an oscillating trough conveyor and stacks the 
bottom boards on the return roller conveyor. The 
reciprocating motion of the trough moves the sand and 
eastings toward the vibrating shakeout. The trough 
conveyor is a practical piece of equipment. It is leak- 
proof and, having a smooth deck, the movement of 
castings is not obstructed by gates, risers or wires. 
It is less expensive than an apron conveyor, requires 
less maintenance care, as it has few moving parts, 
and needs a minimum of pit depth. The advantage 
of the apron conveyor, which could be used for the 
same purpose, is its ability to effect a climb of up 
to 30 degrees, thus allowing for more convenient 
location of the vibrating shakeout. The trough con- 
veyor shown in Fig. 21 is a part of the pallet shake- 
out arrangement; it is shown here to illustrate this 
unit. 

The snap flask molds handled on pallet lines are 
dumped onto a trough conveyor by the automatic 























Fig. 23—How the mold-dumping device operates. 
Normal position shown at left, with the control 
handle vertical and dumping platform ready to 
receive platen with molds. Dumping position in 
center sketch has control handle forward which 
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tilting device as shown in Fig. 22. The description 
of this procedure will be based on the sketch in 
Fig. 23. 

After the molds are cooled, the operator rolls a 
pallet of molds onto the platform of the tilting device. 
The air cylinder control handle is at that time in 
the vertical position. Movement of the handle to the 
right activates the air cylinder connected with the 
platform and tilts it downward. The molds slide onto 
the trough conveyor while the pallet is retained on 
the platform by two stops (see Fig. 22) and the 
bottom boards are held by cleats fitted to the pallet. 
To return the empty pallet back to the molder, the 
operator moves the handle to the extreme left posi- 
tion. In this position the track of the platform is 
engaged with the lower track line and the pallet 
runs down in the direction of the molding station. 

Shaking out molds from a continuous mold con- 
veyor can be effected either by automatically-oper- 
ated tilting dump device (when the molds are made 
in snap flasks) or by an air-operated pusher which 
slides the tight flask molds off the conveyor onto a 


vibrating shake-out. 

For producing larger castings, where the copes 
and drags are shaken out separately, the arrangement 
shown in Figs. 24 and 25 may serve as a good ex- 





Fig. 22—Air-operated mold dumping station. De- 
tails of the device are shown in diagram below 





raises upper tilting platform and dumps molds. 
In the return position (right) the control handle 


is moved all the way back. This tilts the upper 
and lower tilting platform in line with the re- 
turn rail, and the platen returns on lower rail 
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Fig. 24 (left)—Cope shakeout station of a con- 
tinuous mold conveyor equipped with an air-oper- 
ated lifting device. Fig. 25 (right)—Air cylinder 
pusher at drag shakeout station of a mold conveyor 


ample of how the molds can be handled. 

When the mold, cooled under the smoke hood, ar- 
rives in front of the shakeout, the cope is grasped by 
a scissor-shaped tongs and lifted by air cylinder hoist 
This hoist is connected with another air cylinder oper- 
ating in horizontal position which, when activated, 
transfers the cope over a vibrating shakeout. From 
that position it is lowered until it touches the vibrat- 
ing shakeout deck and is released from the grip of 
the tongs. The drag is pushed by air cylinder from 
the mold conveyor onto the other vibrating shakeout. 
Empty flasks are returned on roller conveyors to the 
respective molding stations. The ascending sections 
of roller conveyors are equipped with drag chains 
to bring the flask to a certain height from where 


Fig. 26 (left)—Automatic shakeout station of a 
semicontinuous mold conveyor. Air cylinder lifts 
top part of tray. Fig. 27 (below)—Shakeout con- 
veyor running above a continuous mold conveyor 
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it rolls by gravity to the molding station. 

In producing molds with many cores or when it 
is desirable that the core sand be mixed with the 
used molding sand, a third shakeout, for castings 
only, can be included in the system. This operation 
will also simplify the cleaning of castings, recover 
most of the sand and reduce the new sand additions 
into the mixer. 

The shakeout station used with a semicontinu- 
ous mold conveyor is shown in Fig. 26. Dumping 
the molds is done automatically by air cylinder ar- 
rangement which tilts the hinged upper part of the 
mold conveyor tray into a discharging position. The 
quick-acting air cylinder assures sliding the molds 
onto a conveyor running underneath. A row of lugs 
located at the edge of the tray prevents the bottom 
boards from sliding down. 

Another completely automatic shakeout arrange- 
ment, previously mentioned in connection with con- 
tinuous mold conveyor (Fig. 14, April) is shown in 
Fig. 27. This unit is designed for small tight flasks 
of the same size. The poured molds riding on the 
mold conveyor are picked up at the foot section of 
the shakeout conveyor by contacting the double 
strand of chains with the handles of the flasks. The 
molds are then lifted to the top position where two 
knockout vibrators shake out the sand and castings 
which, in turn, are chuted into a revolving tumbling 
and screening barrel. After the shakeout operation 
the empty flasks are carried by the descending chain 
conveyor and deposited on the trays of the mold con- 
veyor. 


Methods of Handling Used Sand 


We are now coming to the section dealing with the 
handling of used sand. The shakeout sand before 
being stored should be cleaned from tramp metal 
and other foreign inclusions, freed from lumps and 
core butts, screened and cooled, if possible. The 
arrangements shown in Fig. 28 may be considered 
typical. The sand is passed over a magnetic pulley 
and screened either on vibrating flat screen or in a 
revolving hexagonal screen. Vibrating flat screens 
are used when the shakeout sand is not too lumpy 
and finer screening is required. Revolving screens 
are of lump breaking type; they are usually equipped 
with shelves which pick up the sand during each 
revolution and drop it against a perforated plate or 
wire mesh. The rejected oversize lumps may be passed 
through a crusher and returned to the system. 

The used sand can be lifted from the shakeout 
level to the desired height by an elevator or inclined 
belt conveyor, as shown in the sketch. It is advisable 
to apply the second method if the space is available. 
The hot and damp shakeout sand, spread on the belt, 
is afforded additional time for cooling during the 
longer ride. 

When production requires the use of facing sand, 
new sand has to be stored in a separate bin compart- 
ment. The new sand can be handled by a separate 
elevator or belt conveyor or it can utilize the shake- 
out sand equipment shown in Fig. 29. In layout “A” 
the new sand, lifted by an elevator, is directed into 
a bin compartment by reversing the flop gate; in 
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Fig. 28—Two methods of handling used sand 
from the shakeout to the sand storage bin 
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Fig. 29—Two methods of handling new sand 
delivery into a separate bin compartment 


Fig. 30—Handling shakeout sand through a 
revolving screen located on the floor level 
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Fig. 31—Method of handling shakeout sand 
through a lump-breaking revolving barrel 











































Fig. 32—Sand storage bin above two sand mixers 





Fig. 33—Glazed tile silos for sand storage 


layout “B” by plowing the belt conveyor. 

Before leaving the subject of shakeout sand han- 
dling two examples of practical arrangements are 
worth mentioning. In previous cases the screen was 
located on the top of the bin; that conforms to the 
type of ‘vertical’ design which saves floor space. 
It is more practical, however, to have the screen on 
the floor level. In such an arrangement the lumps 
are broken and nonmagnetic impurities rejected be- 
fore sand reaches the elevator, thus assuring safer 
and more efficient operation of the unit. Better 
access for maintenance inspection will make it easier 
to discover possible screen defects such as holes in 
the wire mesh or blinding of the openings by wet 
sand. Fig. 30 shows the recommended arrangement. 

Hard lumps, or an excessive amount of rods, gag- 
gers and core wires encountered in some steel shake- 
out sands require the application of a breaker barre! 
and two magnetic pulleys, as shown in Fig. 31. 


Sand Storage and Charging into Mixers—This is 
the fourth and last station and deals with storage 
of sand in bins. The bin is usually built of steel 
plates properly braced with channel stiffeners. It 
is supported by H-beams and equipped with stair- 
way and handrailing from foundry floor to the top 
of the bin. It can be divided in two or more com- 
partments, each narrowed into air operated bin gates. 
A good example of such a bin is shown in Fig. 32. 

The capacity of the sand storage bin should equal 
a minimum of several hours’ sand supply. In found- 
ries where the shakeout operation is not continuous 
and the molds have to be stored for a certain period, 
the capacity of the bin may amount to eight hours’ 
sand requirement. Bins with larger capacity are 
charged by belt conveyor running on the top on the 
bin. The sand being plowed from the belt at several 
points allows for more effective filling of the bin. 

Circular, glazed-tile silos, as shown in Fig. 33, are 
frequently used for storing new sand and are installed 
outside the foundry building. They are also used to 
absorb surges in supply of used sand caused by in- 
termittent shakeout of large molds. 

In completing the cycle of sand circulation we will 
discuss briefly the methods of charging sand from 
the bin to the mixer. 

Fig. 34 shows a common arrangement used when 
the mixer is located on the distributing platform 
The batch holding hopper is suspended from th: 
sand storage bin. When the operator desires to charge 
the mixer he presses a push-button which starts 
the loader mechanism raising the bucket over the 
dumping guides and discharging the sand into the 
mixer. After sufficient time has elapsed for com- 
plete charging, the bucket automatically returns to 
the loading position at the bottom of the loader. When 
the bucket reaches the loading position the gate of 
the batch hopper is automatically opened, permitting 
the sand to flow into the bucket. When the bucket 
is full the flow of sand automatically stops and an 
adjustable timer starts the motor of the loader, 
raising the bucket with full charge of sand to its 
original predumping position at the top of the loader. 

Fig. 35 illustrates the conventional method of 
charging a mixer by batch hoppers. The volume of 
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each hopper equals the batch capacity of the mixer. 
These hoppers are usually equipped with air-operated 
gates and are unloaded alternately. 

Fig. 36 illustrates a charging method used where 
two or more kinds of new sand are required for 
preparation of core sand. Vibrating feeders deliver 
sand to the traveling weigh larry for exact pro- 
portioning of the batch. 

Apron feeder arrangements shown in Fig. 37 are 
used primarily when the headroom is low. The wide 
gate permits less sloping of the bottom part of the 
bin and consequently allows more capacity compared 
with regular gate arrangement. The disadvantage 
of this method is that the charging time is longer and 
batch measurement, controlled by timer, is not as 
accurate as the use of volumetrical method of batch 
hoppers. 

For producing facing sand when new sand is used 
in larger quantity, a traveling weigh larry is recom- 
mended. The larry can be rolled into position under 
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any of several bins where the desired amount of sand 
is discharged and weighed. When the batch is com- 
pleted the weigh larry is rolled into position over the 
mixer and the sand discharged by opening the bot- 
tom gate. The arrangement shown in Fig. 38 incor- 
porates the use of both a traveling weigh larry and 
stationary hoppers. This is the most universal charg- 
ing setup for preparing facing, backing or system 
sand. 

The foregoing review of the equipment and ar- 
rangements represents a series of components backed 
by successful experience in many sand and mold 
handling installations. Since each foundry has spe- 
cific problems no hard and fast rules can be recom- 
mended. A careful study of the shortcomings of 
existing methods, thorough analysis of the require- 
ments and evaluation of mechanical units available 
on the market should result in an effective layout 
flexible enough for changing rates of foundry pro- 
duction in either ferrous or nonferrous foundries. 
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QUESTION: 


Describes Mineral Serpentine 


Q.—In the January issue in an article discussing 
metal penetration, reference was made to a material 
called serpentine. Have you any information on geo- 
logical origin, chemical composition, deposits, etc? 


A.—The geological term ‘serpentine’ is applied to 
a group of minerals of the general composition 
H,(Mg*Fe).,Si.O, probably crystallizing in the rhombic 
system. Varieties are known under different names 
according to habit and optical properties; fibrous 
types include chrysotile, metaxite and picrolite, and a 
platey variety is known as antigorite. Hardness 
ranges from 3 to 4 Moh, and the density 2.5 to 2.7. 
Color usually is green but is dependent on iron con- 
tent. Colorless, and red and yellow serpentines are 
known. 

Serpentine is a common alteration product of 
MgSiO. particularly of olivine and the rhombic and 
monoclinic pyroxenes. Asbestos of commerce is large- 
ly chrysotile and is derived from both igneous rocks 
and metamorphosed dolomite. Some varieties of ser- 
pentine are used for exterior and interior building 
stone, one type being known as “verde antique.” 
Quarrying of such stone is conducted in California, 
Georgia, Maryland, Massachusetts, Vermont, Wash- 
ington and Wyoming. 


Stop Rocking Manhole Covers 


Q.—We have had complaints that the covers on our 
manhole castings rattle when a vehicle passes over 
them. The rattle, of course, is caused by warpage 
in one or both castings. Possibly this form of defect 
might be remedied by machining the edge of the cover 
and the seat in the frame. The job is open to com- 
petitive tender, and the machining cost cannot be ab- 
sorbed in our present price. Can you suggest a change 
in the fitting edges of the unit shown in the accom- 
panying sketch? 


A.—Rocking covers on manhole castings is an item 
that has plagued many foundrymen. Since you rec- 
ognize the cause of the rocking cover as a warpage 
in one or both castings, the obvious remedy would 
seem to be new patterns lacking this rocking feature. 
Even when the patterns are perfect, the manner in 
which the castings are shaken out may warp the cast- 
ings, particularly the cover. If this casting is shaken 
out hot, and allowed to remain partly exposed and 
partly covered with sand, it inevitably will warp to 
a certain extent. 

The casting may be completely stripped and 
propped in a vertical position, or, it may be covered 
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with the shaken out cope sand and allowed to remain 
resting in the drag over night. In some instances the 
cover casting may ke warped even though the pattern 
is straight. The most prolific cause of this is a mold 
that is not clamped properly. If the clamps are pulled 
up too tight, the mold cavity is reduced either at one 
side or the opposite one. Uneven thickness of the 
casting will cause the casting to warp. At the op- 
posite extreme a mold that is clamped loosely, or a 
mold that yields for any other reason, will produce a 
casting of uneven section. The foregoing may be 
summarized to read: The only way-to produce good 
castings is to employ good patterns, good rigging and 
good foundry practice. 


Green Sand Mold for Iron Pot 


Q.—We have been asked to bid on a number of cast 
iron pots from 2 to 4 ft diam, but are undecided 
whether to mold them bottom up or bottom down, also 
whether it will be necessary to completely dry the 
mold, or simply skin dry it. 


A.—With suitable sand it is not necessary to com- 
pletely dry the mold or even to skin dry it. If the 
pot is molded bottom side down, the metal pressure 
will increase the metal thickness from 14 to 1, in. un- 
less the pattern is lightened to that extent. Cast 
iron pots from 2 to 4 ft diam usually are molded bot- 
tom side up from an iron pattern. The pattern is 
lowered full depth into a follow board, mouth up. 
The pattern is filled with sand which is not rammed 
in the usual manner, but is “tramped off” in courses. 
A drag then is placed on the follow board, filled with 
sand and rammed firmly, after which the mold is 
vented, a bottom board rubbed on, clamped and the 
assembly is rolled over. 

In the large sizes, a section of pipe or a wood block 
6 to 8 in. diam is rammed up in the center and re- 
moved before the bottom board is clamped in place. 
The vent pipe or block is set up in the center after 
the first course of sand has been tramped. This 
thickness of sand will prevent the metal from break- 
ing through into the cavity left by the removal of the 
pipe or wood block. After the drag is rolled over, 
the follow board is removed and replaced by the cope 
flask, which may be in one or in two parts. On deep 
pots it is more convenient to use a separate cheek and 
cope, but on comparatively shallow pots the cope and 
cheek may be combined. 

Metal is poured through two or more small pop 
gates directly on top and fed from a long pouring 
basin leading to the edge of the cope. On account of 
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the comparatively thin metal section of these cast- 
ings, a section which sets quickly, the question of 
securing a dense metal does not apply as it does with 
large pots, usually of fairly heavy section. Really 
large pots are made bottom side down in dry sand or 
loam molds. 

Lugs, handles and trunnions on these castings are 
formed either ky attaching loose pieces to the pattern, 
and which may ke drawn in after the cope has been 
lifted off, or by setting small dry sand cores contain- 
ing impression of the parts against the face of the 
pattern at the required places and ramming them up 
as part of the mold. This latter method is practiced 
where extreme accuracy of position is not essential. 
If the core is moved a trifling distance during ram- 
ming, it will not affect the usability of the casting. 
Where accuracy of location is essential the usual cus- 
tom is to attach a core print to the pattern by long 
pins extending through the print and pattern. The 
pins hold the core print in place until a sufficient 
quantity of sand has been rammed around it to hold 
it firmly in place. The pins then may be withdrawn 
through the back. After the cope has been lifted off, 
the core prints are drawn in and the cores inserted 
in their places. 


Using Limestone in the Cupola 


Q.—We have a small cupola, 28-in. ID, and run off an 
average of six casts per month—about 7500-lb heats. 
Will you advise us concerning the use of limestone in 
this respect: 600 lb coke is used for the bed, then 
1000-lb charges are put in with 150-lb coke splits; 
slag hole is closed. How much limestone should we 
use at the beginning of the charge and how much 
between charges? Should limestone be used only on 
the original charge or between each charge, and how 
much? Also should slag hole be open when pouring? 


A.—Usual amount of limestone employed in the cu- 
pola is 3 per cent of the metal weight between charges 
and about double that amount on top of the bed. 
Preferably the limestone is placed near the center— 
that is, keep it away from the lining. However, it 
appears to us that with your small cupola it is ad- 
visable to use smaller charges than your present ones. 
We suggest a 500-lb metal charge with 65-lb coke 
splits. You mention the weight of coke placed on the 
bed, but you will be much better off by placing it by 
Volume so that the bed is always the same height 
above the tops of the tuyeres which should be around 
36 in. 

The slag hole should be opened as soon as the slag 
rises a few inches above the hole, and left open during 
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the remainder of the heat. You can tell when the slag 
is above the slag hole by keeping a close watch at 
the tuyeres after melting starts. Slag hole, of course, 
should be opened before the slag reaches the tuyeres. 

With a constant bed and melting rate, you can de- 
termine the time to open the slag hole by calcula- 
tion. For example, if the slag hole is 12 in. above the 
bottom, the volume is 7380 cu in. of which about 60 
per cert is occupied by coke, leaving 2952 cu in. for 
iron. Iron weighs about 0.26-lb per cu in. so the 
amount of iron would be 767.5 lb. If the cupola is 
melting at the rate of 2% tons per hr or 83 lb per 
minute, the time required would be about 914 minutes. 
Hence, betweer 10 and 11 minutes after the iron starts 
melting the slag hole could be opened. If the iron 
takes 8 to 10 minutes after the wind is turned on to 
show a good stream of hot metal at the spout before 
botting up, then you could use the time element alone, 
and open the slag hole 18 to 21 minutes after the 
wind is turned on. 


Wants To Avoid Making Chills 


Q.—We used chilled rim trolley wheels in some of our 
equipment but not in any volume. We would like to 
eliminate the necessity of making chills for each dif- 
ferent size wheel since their cost is a considerable 
portion of the total cost. Can you make any sugges- 
tion as to what cast iron mixture might be used which 
would give about the same life on trolley or crane 
wheels as a chilled rim wheel? 


A.—We do not know of any gray iron composition, 


plain or alloyed, which will give the same service as 
chilled tread wheels. You could alleviate your prob- 
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lem to some extent by standardizing on a few wheel 
sizes rather than a large number since, aS you men- 
tion, the cost of the chills adds considerably to the 
price when only a few wheels are desired. 

One method would be to use a low-alloy gray iron 
and flame or induction harden the flange and tread 
but that would mean purchasing the necessary equip- 
ment to perform the work. Another possibility, which 
would require some experimental work to develop cor- 
rect practice, would be to apply a coating of tellurium 
powder or a tellurium wash to the mold faces of 
flange and tread. The tellurium would cause the iron 
to chill at the point of contact. 


Has Trouble With Sand Cracks 


Q.—We are having considerable trouble in making 
cast aluminum alloy plates °, x 18 x 24-in. in that 
they show sand cracks. 


A.—Sand cracks are the result of expansion and/or 
contraction, and the remedy is to adjust the molding 
sand characteristics to minimize their effects. Pos- 
sibly your flask equipment may not be rigid enough, 
or warped sufficiently to cause cracks to develop in 
the mold face in handling from pattern to pouring 
station. Your trouble may be due to hard ramming 
which, by forcing the sand grains closer together, 
does not allow for expansion and results in 
squeezing out a ridge of sand on the mold face. Too 
much fines in the sand cuts down the expansion area 
in the sand, as does low clay content. 

Low clay content, resulting in a “weak” sand, usual- 
ly leads to hard ramming on the molder’s part to 
make the mold face “hold up,” so it might be ad- 
visable to look into that phase first. If the sand 
cracks appear only around the gate area, it is an in- 
dication that the sand is being overheated, and more 
gates should be used to decrease the amount of molten 
metal flowing over any one area. 


room 


Wants Double Row of Tuyeres 


Q.—Due to the poor quality of coke we have been 
receiving in our foundry in Mexico, we are thinking 
about experimenting with a double row of tuyeres in 
our 27 and 32-in. ID cupolas. Present tuyeres are 
continuous; four 3 x 6 x 3 x 14% in. for the 27-in. 
cupola, and six 4 x 7!» x 4 x 1414 in. for the 32-in. 
cupola. Please advise what size and shape you would 
recommend for the second row of tuyeres, and how 
high they should be placed above the first row. What 
would you recommend as the most practical heights 
of the tuyeres above the sand bottom, and the heights 
of the charging doors above the tuyeres ? 


A.—Tuyere sizes at the shell opening into the wind- 
box recommended for your cupolas are: Four tuyeres 
5 in. high and 7 in. wide for the 27-in. cupola, and 
four tuyeres 5 in. high and 10 in. wide for the 32-in. 
unit. In both cases the tuyeres should be located as 
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follows: Bottom of tuyere 18 in. from door; sand 
bottom average depth 4 in.; slag hole 3 in. below 
tuyere, and actual well depth 11 in. 

Those dimensions are based on the assumption that 
the cupolas are slagged from the rear. Slag hole 
should be 11% in. in diam. Also in both cases a prac- 
tical operating height of the cupola should be ap- 
proximately 15 ft from the bottom doors to charging 
door. A lesser height would be poor economy due to 
increased fuel costs and the tendency to produce cold 
metal. 

A second row of tuyeres will not improve operation 
with poor coke. Benefits derived from using two rows 
of tuyeres are debatable. When using two rows of 
tuyeres it is absolutely necessary to increase the bed 
height to avoid oxidation. Increased bed height, it 
maintained by increasing the coke charge, will result 
in higher metal temperatures, but at the expense ot 
higher coke costs and slower melting rates. Better 
overall results can be obtained by using a single row 
of tuyeres of the proper dimensions as shown. 

Poor coke can be improved materially in the shop 
itself by screening out the fines. For small cupolas 
it is suggested that all coke less than 2-in. size be re 
moved by screening, using an ordinary fork with 
every other tine removed. Coke removed can be used 
for salamanders, boilers, ete. Actually the small coke 
screened out does not represent a loss because the im- 
provement in permeability of the coke bed will in- 
variably permit a reduction in the coke used per 
charge with better results in metal temperature, com- 
positon and melting rate. 


Green Sand Soil Pipe Cores 


Q.—We shall appreciate information on the operation 
of a special device for making green sand cores for 
soil pipe castings. Is it necessary to uSe a special 
sand mixture? How many strands or sizes of string 
should be wound around the arbor? What is the 
proper thickness of sand that is swept on the arbor? 


A.—In the green sand core machine for making soil 
pipe cores the sand falls from a height of 4 to 5 ft 
through a V-shaped hopper and onto the full length 
of a rotating arbor, which may be an iron casting or 
a length of steel pipe. As the sand builds up on the 
arbor, a horizontal core knife strikes off the excess 
and forms the shape of the core. The knife can be 
adjusted to insure the proper amount of sand on the 
arbor. 

Satisfactory sand for a core of this type will show 
the following physical characteristics: Permeabilits 
100-110; moisture 5 per cent; green compression 2.5- 
3.00 psi; dry compression 15.0-22.0 psi; clay 8 per 
cent; AFS grain fineness 80. A typical batch might 
contain 1200 lb sand (3 per cent clay, grain fineness 
64); 30 lb sand (20 per cent clay, grain fineness 
100); 300 lb burnt core sand and 8 lb southern ben- 
tonite. In several places a natural sand is available. 

The sand should be just strong enough to insure 
against core drops and to facilitate core arbor re- 
moval. The arbor is enlarged at the bell end. For a 
double bell pipe a collar is placed around the single 

(Concluded on page 172) 
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(Concluded from page 170) 

end of the arbor and fastened with a wedge. After 
the pipe is cast the wedge is knocked out, the collar is 
removed and the arbor is extracted through the op- 
posite end of the pipe. No string is wound around 
green sand soil pipe core arbors. The arbor is brushed 
or sprayed with a thin clay wash. Thickness of sand 
on the arbor should be just enough to prevent chilling 
of the metal, and to facilitate removal of the arbor. 
The arbor should be vented properly to allow gas and 
steam to escape readily. 


Ball Castings Are Not Solid 


Q.—In our foundry located in France we are making 
grinding balls of “Ni-Hard” (4 per cent Ni-1.50 per 
cent Cr alloy), and have considerable trouble with 
shrinkage. We believe it is due to the gating system 
employed, and we would appreciate information on 
design of the pattern showing location of sprue, run- 
ner, gates, heads, etc., for balls 3 in. in diam. 


A.—Production of compact, chunky castings free from 
shrinkage probably is one of the most difficult opera- 
tions in. the foundry since they are hard to feed un- 
less a large riser, practically an extension of the cast- 
ing, can be applied. In the case of cylindrical and 
cubical shape castings such extensions are made, and 
the excess containing the shrinkage void is removed. 
To facilitate removal of such extensions, use often is 
made of “breaker,” “neck-down” or ‘cut-off’ cores 
inserted at the junction of the casting proper and 
the extension or riser. Such thin cores, while having 
much smaller openings than the area of casting or 
riser, create “hot spots’’ which keep the metal fluid 
and permit it to flow through the opening. 

With spherical objects, such as the grinding balls 
you are making, the extension riser cannot be used 
very well although it is possible by means of a 
cere shaped to fit the contour. However, an approach 
to “hot spot” conditions without use of special cores 




















Proposed procedure for gating hard iron grind- 
ing balls so that solid castings are obtained 





can be made as shown in the accompanying sketch, 
by employing a very short connection between ad- 
joining balls. Feeding is accomplished from the run- 
ner which, as you will note, is quite heavy. Various 
dimensions are included relative to spacing. We have 
indicated three balls on each side of the runner since 
we believe that is all that can be fed properly, but 
you could try adding another with same spacing 
to see whether it will work satisfactorily. However, 
that will require a wider flask, say 32 in. instead of 
26 in. Number of rows of balls is not indicated, but 
we suggest six with the sprue or downgate in the 
center—between the third and fourth rows. While 
not indicated, we believe a cope flask 5 in. deep should 
give sufficient sprue height, but it can be changed. 

It should be pointed out that the sketch of the 
gating system is only a suggestion from which to 
begin, and you probably may be able to improve on 
it after trying it out. For example, it may be possible 
to reduce the size of the runner, and thus increase 
the yield, or as previously mentioned, add another ball 
to the row, or perhaps even do both. 


Sulphur Content Is Too High 


Q.—The sulphur content in our gray iron castings 
varies to a considerable extent, from 0.16 to 0.32 per 
cent. Our cupola practice, including the charge ma- 
terial, is approximately the same from day to day. 
We shall appreciate your opinion on the cause of this 
wide variation and, more important, how to elim- 
inate it. The cupola is 17 in. diam inside the lining 
with two rows of tuyeres, four tuyeres in each row. 
The iron flows through a siphon brick inside the 
breast and then through the tap hole. The 200-lb 
cupola charge is made up of pig iron 33 per cent; 
purchased scrap 33.3 per cent; return scrap 33.3 per 
cent; coke 12 per cent; limestone 3 per cent. Coke 
varies in size between 2 and 3 in., with sulphur con- 
tent 1.7 per cent. The blast is heated and enters the 
cupola at a temperature between 482 and 572°F, and 
in volume 636 cfm. Iron is tapped from the cupola 
at the rate of 2300 lb per hour and at a temperature 
that ranges between 2500 and 2600°F. Typical analy- 
sis shows 3.50c, 0.60 Mn and 2.5 Si. 


A.—Iron melted in the cupola absorbs sulphur from 
the coke. Iron will absorb more sulphur from high- 
sulphur coke than from low-sulphur coke. Each time 
iron is remelted the sulphur content is increased to 
some extent, but with constant amounts of pig iron, 
return scrap and purchased scrap, the sulphur content 
eventually should level off at some narrow range. 

Your present pig iron may show a uniform and 
satisfactory sulphur content from day to day. This 
is not true for the purchased scrap, and for the re- 
turns from the previous day’s heat. Thus you have 
one-third of the charge on which you can depend. 
The remaining two-thirds, miscellaneous and _ shop 
scrap, may vary in wide limits. Possibly your coke 
may vary in sulphur content. Consequently, the re- 
sulting castings also will show wide variation in 
sulphur content. An experienced man might select 
enough scrap for the charge and still keep within a 
prescribed sulphur content specification. Otherwise, 
if a quick test shows the iron in the ladle has a high 
sulphur content, the metal should be desulphurized 
by the addition of soda ash. 
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PROGRESS REPORTS FAVOR EXTENDED USE 
OF NATIONAL CARBON IN BLAST FURNACES 





TRADE-MARK 


The term National” is a registered trade-mark of 
Union Carbide and Carbon Corporation 


NATIONAL CARBON COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street, New York 17, N. Y. 


District Sales Offices: Atlanta, Chicago, Dallas, 
Kansas City, New York, Pittsburgh, San Francisco 


In Canada: National Carbon Limited, Montreal, Toronto, Winnipeg 
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it delivers the whitest, brightest light! 

It’s the “Eveready’’ No. 1050 flashlight 
battery, made with the zinc electrode inside 
a carbon jacket — just the reverse of every 
other battery on the market. 
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@ The future of “National” carbon as a preferred material 
for blast furnace linings is definitely assured by the 
mounting evidence of its extra long life in hearths and, 
more recently, in side walls all the way up to the mantle. 

Already, indications are that, as carbon goes up the 
furnace, operating costs come down. Fewer shut-downs, 
more uniform casts are consistently being obtained in 
existing installations. And increased capacity can be 
expected to result from the use of thinner wall sections, 
made possible by this ideal furnace-lining material. 

Furnace operators are urged to keep their eyes on 
carbon and on the growing body of data covering its use 
in modern, high-tonnage-life furnaces. 
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of Industry 


ARL H. MORKEN has been ap- 


pointed works manager, the 

Kennedy Valve Mfg. Co., El- 
mira, N. Y., which operates found- 
ries in that city and Jeannette, Pa. 
Mr. Morken has been engaged in 
foundry consultation work for sev- 
eral years and during 1950-51 was 
works manager, Donovan Inc., St. 
Paul. Prior to that he was general 


superintendent, Sterling Casting 
Corp., Bluffton, Ind., and general su- 


perintendent, Carondelet Foundry Co., 


St. Louis. Mr. Morken is a former 
chairman of the St. Louis District 
Chapter of the American Foundry- 


men’s Society. 
* * . 

Robert C. Becherer has been named 
president and a Link-Belt 
Co., Chicago, succeeding the former 
Torrence, who 


director, 


George P. 
director and 


president, 
continues as a member 
of the executive committee following 
his retirement, William J. Kelly, pres- 
ident, Machinery & Allied 
Institute has been named 
Other directors were 
graduated 


Products 
a director 
also. re-elected. 
Mr. Becherer 
Purdue University and joined Link- 
3elt in 1923. He became general man- 
ager of the Ewart plant in Indiana- 
polis in 1947 and elected 
president in 1951, becoming executive 


was from 


was vice 


vice president later in the year. 


“ . * 
Harold E. Pridmore, 20 Washing- 
ton Circle, Hinsdale, Ill., formerly 


president, International Molding Ma- 
chine Co., recently established his 
own service to the foundry industry 
as an analyst specializing in pattern 
problems, 


equipment, molding spe- 
cial molding machine design and au- 
tomatic cycle control. Mr. Pridmore 
studied mechanical engineering at the 
University of Wisconsin. In 1926 he 
became an apprentice with 
the Lindgren Foundry Co., Batavia, 
Ill., and in 1928 joined his father, the 
late E. A. Pridmore, in the Inter- 
national Molding Machine Co. On the 


death of his father in 19438, he was 


molder 
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made president. Much of his work 
with that organization concerned the 
designing of molding machines and 
the study of core-making and found- 


ry problems. 
+ * + 


Charles E. Walker has been named 
vice president of engineering and 
operations, Vulcan Mold & Iron Co., 
Latrobe, Pa. Mr. Walker was grad- 
uated from University of Akron in 
1931, when he joined the Cleveland 
plant of American Steel & Wire Co. 
Twelve years later he became plant 
engineer at Vulcan Mold’s home office 
in Latrobe and in 1945 was named 
general superintendent. Last year he 
was appointed manager of production 
and engineering for the Latrobe and 


the Lansing, IIll., plants. 


° ° ° 


Thomas A. Jones has been elected 
president, W. A. Jones Foundry & 


Machine Co., Chicago, and Frederick 





CARL H. MORKEN 


Kennedy Valve works mgr. 





HAROLD E. PRIDMORE 
. . . foundry analyst 


H. Hoge has been named chairman 
of the board. Robert B. Moir is now 
vice president-engineering, Joseph A. 


Marland, vice president-sales and 
service, James B. Christerson, vice 
president-treasurer, and Robert E. 


Whiteway, secretary-production man- 
ager. Mr. Jones, grandson of W. A. 
Jones, who founded the company in 
1890, entered the organization fol- 
lowing graduation from Yale Univer- 
sity. He was formerly personnel man- 
ager, secretary, assistant sales man- 
ager and vice president. Mr. Marland 
has been with the company since 
1926. 
* + . 

Thomas R. Walker Jr. has resigned 
as director and vice president in 
charge of pipe production, Warren 
Foundry & Pipe Corp., New York. 


¢ ° ¢ 


W. J. Sparling has been appointed 
vice president and manager of oper- 
(Continued on page 176) 





ROBERT C. BECHERER 
heads Link-Be't Co. 





CHARLES E. WALKER 
vice pres., Vulcan Mold 
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(Continued from page 174) 
ations, Chain Belt Co., Milwaukee, in 
charge of construction machinery, 
conveyor and process equipment divi- 
sions. Mr. Sparling, a graduate of 
Michigan State College, joined the 
company in 1928 and recently was 
vice president and manager of the 
chain and power transmission, and 
M. G. Jewett has been appointed man- 
ager, chain and power transmission 
division. Also a graduate of Michigan 
State, he joined Chain Belt Co. in 
1927 as a research engineer. He served 
in engineering and metallurgy depart- 
ments of the company, and until his 
new appointment was chief engineer, 
chain and power transmission division. 


° ¢ ° 


Paul J. Scherbner has been named 
superintendent of the nonferrous 
foundry department, Winters Found- 
ry & Machine Co., Canton, O., where 
he will direct fabrication and con- 
trol of aircraft aluminum and bronze 
castings. Mr. Scherbner entered the 
foundry industry at the Eclipse Pio- 
neer Division, Bendix Aviation Corp., 
Teterboro, N. J., and later became 
general foreman, Stamford Casting 
Co., Stamford, Conn. In 1948 he was 
named foundry metallurgist, Sperry 
Gyroccope Corp., Great Neck, L. I. 

. + 4 

Thomas W. Curry, until recently 
plant metallurgist, Lynchburg Found- 
ry Co., Lynchburg, Va., has been 
made director of manufacturing re- 
search and methods. Mr. Curry, 


graduated from Pennsylvania State 
College in 1932, has been with the 


Lynchburg company since 1943. A 
year ago he was awarded the Peter 
L. Simpson Medal of the American 
Foundrymen’s Society. 


PAUL J. SCHERBNER 
Winters Foundry supt. 
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ORTON W. STREET 
. Parker-Street supt. 


Gordon A, Wiltse has been appoint- 
ed general manager of the Parker- 
Street Castings Co., Cleveland, suc- 
ceeding H. R. Street, who will con- 
tinue as president. Mr. Street has also 
been elected chairman of the board. 
Mr. Wiltse, who joined the foundry 
23 years ago, has been a director for 
several years. Orton W. Street, who 
has been associated with the company 
since graduation from Findlay Col- 
lege in 1940, has been named general 
superintendent. 

° ¢ ° 


Leslie B. Bellamy, Detroit manager, 


Sterling Grinding Wheel Division, 
Cleveland Quarries Co., Cleveland, 


was elected president of the Ameri- 
can Society of Tool Engineers for 
1952-53, succeeding J. J. Demuth of 
National Production Authority, Wash- 
ington. 

* . . 

Thomas L. Keeler has been ap- 
pointed industrial specialist in the 
Castings Section, Iron and Steel Di- 
vision, National Production Authori- 
ty, Washington. Mr. Keeler was 
graduated from University of Penn- 





THOMAS W. CURRY 
. Lynchburg Fdy. research 





. 
GORDON A. WILTSE 
n¥ mgr., Parker-Street 

Be 

ee 
sylvania and from 1942 until recent- 
ly he was with Lebanon Steel Found- 
ry, Lebanon, Pa. Prior to thgt: he 
was associated with the former 
Eagan-Rogers Steel & Iron Co., and 
Dodge Steel Co., Philadelphia. 

+ ° * 


Arthur H. Nelson has been appoint- 
ed Chicago manager of electric tool 
sales, Independent Pneumatic Tool 
Co., Aurora, Ill. Mr. Nelson has been 
one of the company’s service engi- 
neers for several years. 

2 © * 


L. C. McKessen, vice president in 
charge of sales, the Ansul Chemical 
Co., Marinette, Wis., was recently 
elected president of the Fire Equip- 
ment Manufacturers’ Association. 

‘ e ° 


Jess W. Eyler has joined the sales 
staf of J. K. Mahaffey & Son, Pitts- 
bufth representative of Baker In- 
dustrial Truck Division, Baker-Rau- 
lang Co., Cleveland. Previously Mr: 
Eyler was a materials handling en- 
gineer at the Westinghouse Air Brake 
Co., Wilmerding, Pa. Alfred E. Dorod 
and Richard T. Tiebout have been 
added to the company’s staff of field 
engineers. 


° ° ° 


Alfred H. Hesse has been made vice 
president-general manager, Stemac 
Inc., Chicago, producer of electrical 
parts and aluminum and bronze cast- 
ings. Mr. Hesse, a graduate of Mis- 
souri School of Mines and. Metallurgy, 
was associated for 6 years with R. 
Lavin & Sons, Chicago, as metallur- 
gist and advertising manager. He 
was previously affiliated with Battelle 
Memorial Institute and Naval Re 
search Laboratory. 

> + * 


Charles E. O’Connor has been 4p- 
pointed coreroom — superintendent 


(Continued on page 178) 
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for Uniformity in Castings 


Specify Uniform 





FouNpRIES, particular 
cbout uniformity in their 
castings, appreciate the 
importance of using pig 
iron made from an iden- 
tical ore base. Wood- 
ward lIron’s consistent 
uniformity is due in large 
part to the fact that 
Wocdward’s base ore 
burden is always from 
the same ore body—plus 
the use of an air condi- 
tioned blast to reduce 


and control moisture. 


WOODWARD IRON COMPANY 


WOODWARD, 
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Independent Since 1882 


GENERAL SALES OFFICE. 1515 First National Building 
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¢ Birmingham, Alabama « Phone 54 1607 
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(Continued from page 176) 
Tractor Works, International Har- 
vester Co., Chicago. For the last 
year Mr. O’Connor has 
sociated with Aircraft 
sion, Ford Motor Co., 
foundry engineer. 
that he was a member of his father’s 
organization, O’Connor Equipment 
Co., as sales representative of Inter- 
national Molding Machine Co. He at- 
tended St. Mary’s pre- 
was a student foundry ap- 
International Harvester 
foundry and 


been as- 
Engine Divi- 
Chicago, as 


process Prior to 


College and 
viously 
prentice at 
Co., where he became 


coreroom foreman. 


Johnson, for the last 6 
to the vice 


Vernon L. 


years special assistant 

president in charge of the parts and 
accessories division, Studebake1 
Corp., South Bend, Ind., has been 


named regional sales manager, In- 
dustrial Truck Division, Clark Equip- 
ment Co., Battle Creek, Mich. Mr 
Johnson graduated from Uni 
versity of Illinois and was previous- 


3ellton En- 


was 


ly consulting engineer, 


gineering Co., Chicago, and _ indus- 
trial engineer, Todd & Brown, New 
York, in its Kingsbury, Ind., Ord- 
nance Plant. 
¢ ° ¢ 
Dr. Walter A. Dean, chief metal 


lurgist at the Cleveland Works ol! 
Aluminum Co. of America, has been 
elected chairman of the Institute ol 
Metals Division, American Institut 
of Mining and Metallurgical Engi 
Dean joined Alcoa’s Re 
search 1929 at the New 
Kensington, Pa., laboratories, becamy 
associated with the Cleveland opera 
1931 and chie! 


metallurgist a year ago. 


neers. Dr. 
Division in 


tions in was made 





WENDELL P. McKOWN JR. 
. works mgr., Cooper Alloy 


Wendell P. McKown Jr., for the 
last 10 years purchasing agent, Pratt 
& Whitney Aircraft Division, United 
Aircraft Corp., East Hartford, Conn., 
has been appointed works manager, 
the Cooper Alloy Foundry Co., Hill- 
side, N. J. A graduate of 
College, Mr. McKown has had broad 
experience in administrative and or- 


Bowdoin 


ganizational work. 
+ > . 


John C. Tirrell has retired as gen- 
eral foundry foreman, Warren Found- 
ry & Pipe Corp., Phillipsburg, N. J., 
following 60 years of service. He was 
recently honored at a dinner spon- 
sored by the local area Foremen’s 
Club as the local employee with the 
longest continuous service with any 
company. Upon his retirement War- 
ren Foundry tendered him a dinner 
meeting of executive, administrative 
and supervisory personnel. 

° + ¢ 


A. Matthews, formerly 
metallurgist, Electro-Alloys Division 
of American Brake Shoe Co.,_ in 
Elyria, O., has been appointed assist- 
metallurgist of the 


Norman 


ant chief com- 





VERNON L. JOHNSON 
. Clark Equipment sales 


DR. WALTER A. DEAN 
heads AIME Metals Div 


JOHN C. TIRRELL 
. 60-yr foundry veteran 


pany’s metallurgical research depart- 
ment, Mahwah, N. J. A graduate ot 
Massachusetts Institute of Technol- 
ogy, he joined the company in 1946. 

. a > 


Paul Mayfield, general manager ot! 
the Naval Stores Department, Her 
cules Powder Co., Wilmington, Del., 
was recently named a director of th: 
company. 

° ¢ ¢ 


since 1946 eastern 
Bryant Heate1 


L. R. 
sales representative, 
Division, Affiliated Gas Equipment 
Inc., Cleveland, has been appointed 
national sales representative for com 
bustion equipment made by the com 


Foote, 


pany. Mr. Foote will continue to main- 
tain his New York area office in 
Yonkers. 

S Sl + 


Malcolm D. Shaffner, formerly vic: 
president-treasurer-secretary, Saco 
Lowell Shops, Boston, has been ap- 
pointed executive vice president. M1 
Shaffner, who has been with the com 
pany 1933, will continue as 
treasurer and a director. He is also 
president of Saco-Lowell’s | subsid- 
iary, the Pawtucket Spinning Ring 


Co: 


since 


¢ ¢ ¢ 


Dr. Ralph G. Owens, for the last 
year assistant dean of engineering, 
Illinois Institute of Technology, has 
been named dean of engineering. D: 
Owens was graduated from Ohio 
State University and received his doc- 
torate in 1939 from University of 
Michigan. He taught at various col- 
leges until 1943 when he joined Ar- 
mour Research Foundation and_ be- 
came associated with I.I.T. in 1946 

* ¢ + 


H. J. Morrison has been appointed 
assistant works manager for the 
Cleveland operations of Aluminum Co 
of America. R. F. Bell has succeeded 

(Continued on page 180) 
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production problems a lift 


Let air power’s tireless muscles do the heavy work in your foundry. 
Let compressed air be the force that lifts heavy castings .. . that 
puts molds where you want them... that opens or shuts chutes for 
molding sand... or numerous other applications. 


Air is quick ... convenient ... economical. With Schrader Air 
Cylinders, air gives you a push...or pull... or push and pull with 
less work than any other method you've ever tried. 


You'll find Schrader Air Cylinders ideal for any application 
where you need straight-line forces for any distance from inches 
to feet ... at forces from less than 20 pounds to over 5,000 pounds. 


So, wherever you need quick, sure lifting, lowering, pushing 
or pulling—whether you want to tilt a furnace or position a mold 
see how Schrader Air Cylinders and Operating Valves can help 
you do it better... faster. 

We'll be glad to give you specific help for your foundry prob- 
lems. Write, describing your installation, your idea—or fill out the 


coupon below. 


\ 


products 
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Air Cylinders * Operating Valves ® 
Press & Shear Controls * Air Ejection 
Sets * Blow Guns ® Air Line Couplers * 
Air Hose & Fittings * Hose Reels ® Pres- 
sure Regulators & Oilers * Air Strainers 
* Hydraulic Gauges * Uniflare Tube 
Fittings 
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(Continued from page 178) 


Mr. Morrison as manager of the 
Sleveland Forge Plant and W. S. 
Mayes has assumed Mr. Bell’s former 
duties as forge plant superintendent. 
Mr. Morrison was graduated from 
Pennsylvania State College, and 
joined Alcoa in 1929. He managed 
the company’s forging operations in 
New Castle, Pa., during World War 
II and became manager of the Cleve- 
land forge piant in 1944. 


¢ ° ° 


Lawrence D. Pridmore has been 
elected president and treacurer of the 
International Molding Machine Co., 
La Grange Park, Ill. Harry James 
Jr. has been named vice president and 
T. B. Eichler secretary. 


¢ ¢ ¢ 


James M. Robertson, formerly head 
of the laboratory, Wellman Bronze & 
Aluminum Co., Cleveland, has been 
appointed chief chemist in charge of 
quality control. Mr. Robertson, a 
graduate of Wittenberg College, did 
postgraduate work at Western Re- 
serve University and joined Wellman 
Bronze 10 years ago. Robert C. 
Boehm has been named Wellman’s 
chief metallurgist. Mr. Boehm was 
graduated from Case Institute of 
Technology and for the last 6 years 
has been in castings research with 
Aluminum Co. of America, Cleveland. 
Prior to that he was metallurgist, the 
Ohio Crankshaft Co., Cleveland. Rob- 
ert W. Spacek, who has been in esti- 
mating and production scheduling 
work with Wellman for over a year 
and a half, has been named assistant 
production manager for all plants. 
Mr. Spacek was graduated from Ohio 
State University and has done post 





LAWRENCE D. PRIDMORE 


International pres. 
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JAMES M. ROBERTSON 
. Wellman Bronze chemist 


graduate work at Case Institute of 
Technology. 
a + . 

William H. Steinkamp has been ap- 
pointed sales manager, industrial 
division of Minneapolis - Honeywell 
Regulator Co., Brown Instruments 
Division, succeeding L. Morton Morley 
who, continuing as vice presicent of 
the division will assume greater divi- 
sion responsibilities. Mr. Steinkamp, 
a graduate of New York University, 
joined the Brown division in 1930 as 
field sales engineer and formerly rep- 
resented it in New York, Buffalo, 
Cleveland and Pittsburgh. He has 
been industrial field sales manager 
since 1943. 


° ° ° 


Kenneth M. Morse, until recently 
program director, Safety and Hy- 
giene and Air Pollution, American 
Foundrymen’s Society, Chicago, has 
been appointed industrial hygienist, 
United States Steel Co., Pittsburgh. 
Before joining the AFS he was chief 
engineer and chief of the industrial 
hygiene division, state of Illinois. 

. = 4 


Walter J. Dahl has been appointed 
to the sales engineering staff of the 
Baker Industrial Truck Co. of Illiana, 
Chicago area distributor for Baker- 
Raulang Co., Cleveland. Until re- 
cently Mr. Dahl was a sales repre- 
sentative in that area for Hyster Co., 
Portland, Oreg. 

* * * 


I. Melville Stein, executive vice 
president, Leeds & Northrup Co., 
Philadelphia, has been named a Fel- 
low of the American Society of Me- 
chanical Engineers. Mr. Stein, for- 
mer associate of the late Thomas A. 
Edison, became director of research 
for Leeds & Northrup in 1928, vice 
president in 1944 and last year execu- 
tive vice president. 


pie 
CR 
baits 





ROBERT C. BOEHM 
. chief metallurgist, Wellman 





HAL LENNON 
Lavin mgr., Pittsburgh 


Hal Lennon, formerly in the Chi- 
cago sales and purchasing depart- 
ments, R. Lavin & Sons Inc., pro- 
ducer of zinc-base die casting alloys, 
has been appointed manager of the 
Pittsburgh division, which includes 
Pennsylvania, New York and West 
Virginia. Mr. Lennon completed his 
studies at Roocevelt College follow- 
ing World War II and has been in 
the nonferrous metals field since 


that time. 
° « ° 


Jesse W. Rosenquist has_ been 
named representative of Mine Safe- 
ty Appliances Co., Pittsburgh, in 
Maine, New Hampshire, Vermont and 
part of Massachusetts. He joined 
the company followirg graduation 
from Loyola University, Los Angeles 

¢ ¢ ¢ 


C. Dale Dickinson, research engi- 
neer, Allis-Chalmers Mfg. Co., Mil- 
waukee, has been awarded a year ci 
residence study in metallurgical en- 
gineering by the company at Uni- 
versity of Michigan. Mr. Dickinson 

(Concluded on page 182) 
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ROSERT W. SPACEK 
Weilman assistant mgr. 
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Sine , raflsmanship 


MAKES VIOLINS 


cost MORE... 





... makes BUFFALO PATTERNS CosT LESS 





The skilled hands, the infinite patience and the justifiable 
pride in a job well done are ingredients necessary to the 
production of a fine and costly violin. And... it’s pretty 
much the same in our production of fine pattern equipment 
with one important exception. Yes, the kind of craftsmanship 
we're talking about, still exists here at Buffalo Pattern and 
has for over half a century. The pride, the patience and 
the precision, of minds, hands and tools are all here. Now, For RAL) Ce: 
as in the past, they are busy producing top-notch pattern 
equipment for particular people everywhere. 

WHAT'S THE EXCEPTION we spoke about above? This quality magnesium casting for an aircraft 


Well it’s just this: You may travel a little farther, you engine was molded from a precision Buffalo 
may pay a few dollars more for a Buffalo Pattern, but it Pattern. It’s a large casting (Approx. 42” in 
actually costs you less in the long run. This kind of fine diameter and 24” high) of developed contours 
craftsmanship produces equipment that cuts your scrap and the problem of retaining very thin metal 
ratio to the minimum. Always remember: ““When it comes walls was really tough. Well, we did it, and 
to buying patterns, you pay for them in dollars or you pay the minimum of scrap on this one will pay for 
for them in scrap.” the equipment many times over. 


BUFFALO PATTERN WORKS, INC. - 830 HERTEL AVE., BUFFALO 16, N. Y. 


SIGNERS AND MANUFACTURERS OF PATTERN EQUIPMENT FOR OVER HALF A CENTURY 
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(Concluded from page 180) 
received his bachelor’s degree in met- 
allurgical engineering from Purdue 
University in 1950 and his master’s 
degree there last year. 

* . 4 


Arthur C. Buesing has joined Mod- 
ern Equipment Co., Port Washing- 


ton, Wis., as sales engineer. For the 


last 10 years Mr. Buesing was met- 
allurgist and manager of the Greens- 
burg, Ind., plant of the Williamson 
Heater Co., Cincinnati. Prior to that 


he was associated with Maddox 
Foundry & Machine Works Inc., 
Archer, Fla., and General Motors 
Corp. 

> ‘ * 
W. E. Todd has been appointed 


southern manager for Pre-Engineered 
Division, Mechanical Handling Sys- 
tems Inc., Detroit. Mr. Todd has his 
office in Cincinnati and until recently 
managed conveyor sales through 
manufacturers’ representatives  fo1 
Alvey Ferguson Co. and later E. W. 
s3uschman Co., there. 
. « + 


L. H. Stott has been named vice 
president and manager of enginec! 
ing, Robert W. Hunt Co., Engineers, 
Chicago, succeeding the late D. W. 
McNaugher Jr. S. C. Sexauer is sec 
retary-treasurer and W. F. Anderson, 
assistant secretary-treasurer. 

. . * 

Donald Gaertner has been appoint- 
ed works manager, Albion Malleable 
Iron Co., Albion, Mich., 
Donald Champion, resigned. Mr. 
Gaertner, formerly foundry superin- 
tendent, joined the company in 1949. 
Prior to that he was associated for 
12 years with Central Foundry Di- 
General Motors Corp., Sag- 


succeeding 


vision, 





ARTHUR C. BUESING 
joins Modern Equipment Co. 












GARVIN A. DREW 
. . « Scovill Co. executive 


inaw, Mich., where he was a core- 
maker, foreman and superintendent 
of the melting and shipping depart- 
ments. For two years he was super- 
intendent of GMC’s Lockport, N. YX., 
gray iron foundry, and later 
room superintendent at its Defiance, 
O., plant. 


core- 


Garvin A. Drew has been appointed 
assistant vice president, Scovill Mfg. 
Co., Brookiyn, N. Y., continuing as 


general sales manager of its A. 
Schrader’s Son Division. Mr. Drew 
joined the company in 1925, follow- 


ing graduation from Massachusetts 
Institute of Technology. He has been 
general sales manager since 1940. 


* # a 


Phillip Sprague Jr. has been ap- 
pointed executive vice president, the 
Hays Corp., Michigan City, Ind., 
maker of combustion instruments and 
controls. Mr. Sprague, a graduate of 
Beloit College and Harvard Business 
School, has been advertising man- 
ager for several years. Paul B. Le- 
Boeuf has succeeded Mr. Sprague as 





W. E. TODD 


mechanical handling sales 


PHILLIP SPRAGUE JR. 
. vice pres., Hays Corp. 


advertising manager. He was pre- 
viously associated with A. O. Smith 
Corp., Water Heater Division, Kanka- 
kee, Ill. 

. ‘ . 

George Krska has been appointed 
superintendent of the pattern depart 
ment, Aircraft Engine Division, Ford 
Motor Co., Chicago. Mr. Krska joined 
the division early in 1951 and un 
til recently has been a supervisory 
engineer there. S*‘mon Ryan, for thi 
last year a general foreman in the 
coremaking department, has_ been 
named superintendent of core assem- 
bly. Mr. Ryan became associated 
with the pattern department as a 
precision casting engineer in 1951. 

+ « “ 

Arthur H. Bunker, president, Cli- 
max Molybdenum Co., New York, has 
been named a member of the indus- 
trial council recently organized at 
Rensselaer Polytechnic Institute to 
undertake a study of the role of in- 
dustry in economic development. 

¢ ¢ ¢ 

Paul De Rienzo, now associated 
with Wright Aeronautical Division 
Curtiss-Wright Corp., Wood-Ridge, N. 
J., is senior metallurgist directing 
foundry research and development 
operations in shell molding and in- 
vestment casting with particular ap- 
plication to high temperature alloys 

+ o ¢ 


James B. Austin, director of re- 
search, United States Steel Cor} 
has been chosen to present the Ed- 
ward Orton Jr. Fellow Lecture at the 
54th annual meeting of the American 
Ceramic Society in Pittsburgh. Dr. 
Austin, a member of the society since 
1935, will discuss ‘‘The Thermal Ex- 
pansion of Nonmetallic Crystals.’’ He 
was graduated from Lehigh Univer- 
sity in 1925 and received his Ph. D. 
degree in chemistry from Yale Uni- 
in 1928, when he joined the 
S. Steel. 


versity 
research laboratories of U. 
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As Cast PROPERTIES jp 19,000 YIELD 21,000 
9.0 ELONGATION 13.0 
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Steel Founders’ Meeting 


Reviews 50 Years of Progress 


By FRANK G. STEINEBACH 
Editor 
FOUNDRY 


EVIEW of &0 years of prog- 
ress in the steel castings in- 


dustry, and discussions of the 
tremendous defense mobilization de- 
mands that lie ahead, featured the 
program for the annual meeting of 
the Steel Founders’ Society of Amer- 
ica at the Edgewater Beach Hotel, 
Chicago, Mar. 18-19. This was the 
Golden Anniversary celebration of 
the society. 
While the growth of the industry 
and the service of the society was 
touched on by a number of speakers, 


the high light of the anniversary 
celebration took place at the final 


luncheon, with William H. Worrilow 
Sr., president, Lebanon Steel Found- 
ry, Lebanon, Pa., as speaker, Flanked 
by all but three of the living past 
presidents, Mr. Worrilow, president 
of the society in 1931, gave a most 
interesting and entertaining talk on 
the organization’s progress since his 
first contact with it in 1906. Mr. Wor- 
rilow concluded with the observation 
that selfish motives in the industry 
have vanished, that the industry is 
on the verge of tremendous develop- 
ments, and that at long last steel and 
alloy steel castings are accorded the 
recognition they deserve. 



















During the meeting, copies of the 
beautiful 50th anniversary booklet 
were distributed. The better part of 
this booklet is devoted to the men who 
have guided the society’s progress 
throughout the years and the events 
of interest that took place during 
their administrations. Other features 
include present officers and directors, 
a complete list of the society’s stand- 
ing committees, a list of society mem- 
bers, and a discussion of the growth 
of the steel casting industry the last 
50 years. 

James Suttie, vice president, Ameri- 
can Steel Foundries, Chicago, was 
honored with the award of the Lorenz 
Memorial Gold medal of the society 
for his unselfish interest and devoted 
effort to practically every activity of 
the Steel Founders’ Society for many 
years; for his service on practically 
every national committee formed for 
the solution of problems affecting 
the entire foundry industry; and for 
his sage counsel and constructive 
service. 

Luther A. Kleber, vice president in 
charge of manufacturing, General 
Steel Castings Corp., Granite City, 
Ill., was presented the Technical and 
Operating Medal for 1951 for his out- 
standing work for the betterment of 
the steel castings industry as na- 
tional technical and operating chair- 
man for the society. Harold H. John- 


SFSA OFFICERS: Left to right, Arthur S. Breithaupt, Dodge Steel Co., 
Philadelphia, director and executive committee member; Carl F. Barch- 
feld, Commercial Steel Casting Co., Marion, O., vice president; H. A. 
Forsberg, Continental Foundry & Machine Co., East Chicago, Ind., presi- 
dent; and F. Kermit Donaldson, executive vice president at Cleveland 
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JAMES SUTTIE 
Lorenz Memorial Gold Medalist 





LUTHER A. KLEBER 
Technical and Operating Medalist 


son, chief metallurgist, National Mal- 
leable & Steel Castings Co., Sharon, 
Pa., received the annual Steel Foundry 
Fucts award for excellence of ma- 
terial published in the society’s tech- 
nical publication. His paper entitled, 
“Statistical Quality Control at Work 
in the Foundry,” also was presented 
in the July, 1951 issue of FOUNDRY. 

President Forsberg, in opening the 
annual meeting, pointed to the growth 
of the society’s research activities. 
He stressed the need for giving great- 
er attention to product development, 
undertaking a study of personnel 
problems, and considering the possi- 
bility of employing incentive plans as 
one means of decreasing costs. Mr. 
Forsberg also paid tribute to the work 
of the Foundry Educational Founda- 
tion, and asked the industry to con- 
tinue to back the project. 

F. Kermit Donaldson, executive 
vice president, reported on the prog- 
ress of the industry and activities of 
the society during the past year. He 
stated that production of steel cast- 
ings to meet expanding defense mobil- 
ization requirements is now at a near- 
record level. Compared with total 
shipments of 1,460,000 tons in 1950, 
the 1951 total exceeded 2,100,000 tons 
Practically all of the industry’s pro- 
duction is being diverted to fulfill- 
ment of direct military and closely re- 

(Continued on page 186) 
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HOW THIS FOUNDRY GOT 
SIX PERCENT MORE OUTPUT 
WITH cttto BENCH RAMMERS 


A large western foundry has six 
mechanized lines making small 
castings. They were using hand 
rammers on all the lines but they 
decided to make a comparison 
using Cleco “OB” Bench Rammers. 
Here’s what they found: 








1. Cleco Rammers cut ramming 
time about 35 percent. 


2. Production of lines using 
Cleco Rammers was about six 
percent above the lines where 
hand rammers were used. 


De iaeneaaal 
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3. Uniformity of castings was im- 
proved. There was less swelling, 
fewer rejects and less clean-up 
time. 


4. Operator fatigue was reduced. 


This is just one example of how 
Cleco Rammers can increase pro- 
duction and reduce costs. Have a 
Cleco Field Engineer go over your 
ramming problems with you. 
Maybe you can increase your 
output, too. 
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CLECO DIVISION 
of the REED ROLLER BIT COMPANY, 5125 Clinton Drive, Houston 20, Texas, U.S.A. 


DIVISION OFFICES 
GEORGIA: Atlanta 3, 502 Peters Bldg. e ILLINOIS: Chicago, 5701 West Madison St. * MASSACHUSETTS: Worcester, 23 Enfield St. 
MICHIGAN: Detroit, 2832 East Grand Blvd. ® MISSOURI: St. Louis 3, 2322 Locust St. e NEW JERSEY: Newark 4, 75 Lock St. 
OHIO: Cincinnati 2, 729 Temple Bar Bldg. @ PENNSYLVANIA: Philadelphia 20, 5220 North Fifth St... . Pittsburgh 17, 5626 Phillips Ave. 
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(Continued from page 184) 
lated defense supporting  require- 
ments. 

Mr. Donaldson outlined the work of 
the Advertising and Public Relations 
committee on its business paper ad- 
vertising and direct mail programs. 
During the year, 128 leading engineer- 
ing schools saw the panels on the 
engineering features of cast steel. 
These panels now are being rebuilt 
and will start on a new itinerary 
with the beginning of the new school 
year. This program has proved ex- 
ceptionally successful in interesting 
college students in cast steel as shown 
by requests received for literature 
following the display of the panels. 

The Personnel Committee has sug- 
gested that top-flight industrial 
relations subjects be included on the 
program for the annual and fall meet- 
ings of the society, according to Mr. 
Donaldson. An Industrial Personnel 
Relations Conference also is being 
considered. Authorization also has 
been given for the compilation of a 
yearly statistical report. 

Mr. Donaldson also discussed in 
some detail the assistance the society 
has provided various government 
agencies in connection with the de- 
fense mobilization program. He also 
paid tribute to A. J. McDonald, chief, 
Castings Section, Iron and Steel Divi- 
sion, NPA, for his service to the fer- 
rous foundry industry in the pres- 
ent emergency. 

Charles W. Briggs, technical and 
research director of the society, re- 
ported on the future programs of 
technical activities. He stated that 
the technical and operating groups 
plan consideration of almost every 


rf \ 


phase of foundry operation in future 
meetings. The annual conference, 
held last November, developed a rec- 
ord attendance for the three-day meet- 
ing. 

Research plans on a number of 
projects are going forward. These in- 
clude the following subjects: Deter- 
mining the distance risers will feed 
in uniform sections; study of compar- 
ative characteristics in steel castings 
of equivalent structures; endurance 
properties in fatigue; metal removal 
and cleaning room practices; funda- 
mental studies of flowability of mold- 
ing materials; machinability of cast 
steel; deoxidization and desulphuriza- 
tion of cast steels; steel foundry sand 
control; flow of molten steel in whirl- 
gates; properties of substitute cast 
steels; and boron-treated cast steels. 

In conclusion, Mr. Briggs mentioned 
several articles dealing with produc- 
tion of steel castings and early speci- 
fications for cast steel which appeared 
in FOUNDRY in 1902. Judging from 
these early discussions, the steel cast- 
ings industry has come a long way 
the last 50 years. 

Discussing the “NPA Control Pic- 
ture,” A. J. McDonald, chief, Cast- 
ings Section, Iron and Steel Division, 
NPA, Washington, stated the scrap 
situation is easing considerably in 
some sections. Foundries are free to 
buy any scrap offered as long as it 
is not allocated. Rail prices vary, due 
to cost of removing from streets. If 
the price is not too much out of line, 
OPS will usually approve. 

Mr. McDonald stated that blast 
furnaces are having little trouble to- 
day in taking care of demands, prob- 
ably due to a slackening in demand 





Society presidents, past and present, shown at the Chicago meeting in- 
clude: top row—Oliver E. Mount, American Steel Foundries, Chicago; 
Frank M. Robbins, Ross-Meehan Foundries, Chattanooga, Tenn.; A. M. 
Andorn, Penn Steel Castings Co., Chester, Pa.; Edgar D. Flintermann, 
Michigan Steel Casting Co., Detroit; F. Kermit Donaldson, SFSA execu- 


tive vice president. 


Bottom row—William H. Worrilow, Lebanon Steel 


Foundry, Lebanon, Pa.; H. A. Forsberg, Continental Foundry & Machine 
Co., East Chicago, Ind.; John E. McCauley, Birsboro Steel Foundry & 


Machine Co., Birdsboro, Pa.; T. H. Harvey, Ohio Steel Foundry Co., Lima 








from some foundries, However, all 
iron is being taken up, resulting fre- 
quently in an increase in the per- 
centage of pig iron in the charge. It 
is reported that a revised M-1 order 
is going through which, among other 
things, will permit industry to have 
a 60-day inventory instead of 45 
days. 

Ferroalloys continue tight, accord- 
ing to Mr. McDonald. Nickel and 
molybdenum are in short supply, 
vanadium is in balance, silicon is in 
good supply, but silvery iron is tight 
in spots. Chromium is relatively eas} 
and boron is in particularly good 
shape. Manganese is not regulated by 
government order. The melt sheet, 
NPAF 60, is in process of modifica- 
tion. 

Mr. McDonald outlined the methods 
to be followed in making application 
for ratings for equipment. He re- 
ferred to the critical situation in cast 
armor production, and indicated that 
heavy steel castings may be placed 
under allocations. An _ integrating 
committee is being appointed to deal 
with the problem of cast armor. In 
his opinion, the increased demand for 
steel castings has put aside any pos- 
sibility of decontrol. In fact, there 
will be more control of steel castings. 


Economics for Supervisors 


Ben Bennett, supervisor, Economic 
Training, Republic Steel Corp., Cleve- 
land, speaking on “‘Basic Economics 
A Basis for Understanding,” gave an 
interesting picture of that company’s 
new course in basic economics for 
supervisors. The course consists of 
15 directed conferences, the first deal- 
ing with a general preview of the 
economy. This was followed by con- 
ferences on personal economics and 
family budgets, wages, prices, costs, 
profits, production, company econom- 
ics, products, history, competitive po- 
sition and national economic problems. 
Mr. Bennett pointed out that a good 
job will take time and patience, and 
the material presented must be fac- 
tual, objective, and educationally 
sound. Results from the program have 
been beyond expectations. 

In considering “What’s Ahead for 
American Industry,” Harry E. Blythe, 
special assistant to the Under Secre- 
tary of the Army, Washington, dis- 
cussed the progress made in our 
standard of living and the increase 
which has taken place in the demand 
for products of American Industry. 
He believes that industry will need 
to increase productive capacity 75 to 
100 per cent the next 25 years to 
meet the greater demands. Mr. Blythe 
considered the impact of the mobiliza- 
tion program on the increase in em- 
ployment, shortages of materials and 

(Concluded on page 188) 
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SIMPLICITY SPRING-MOUNTE 
SHAKEOUTS GIVE YOU 
MORE ACTION TO THE TON 


Foundrymen know that it takes plenty of “live action” 

to knock out cores and shake the sand from flasks and 
castings that sometimes weigh 100 tons or more. 

Simplicity Spring-Mounted Shakeouts do this job thoroughly 
in less time because of the controlled vertical action 

that’s concentrated at the deck where the action will 

do the most good. 


Simplicity’s controlled vibration is the secret. In Simplicity 
Spring-Mounted Shakeouts, vibration is confined to the 
deck alone. The rigid supporting structure of the shakeout 
will not vibrate even with a light foundation. 


Up on the live deck, you get positive controlled vertical 
action because of Simplicity Shaft Design and Special 
Corner Snubbers. This means absolutely no casting travel 
towards one end of the deck —a dangerous hazard if 
the casting or flask slips its chains. Flasks last longer | 
and more important, casting damage is completely 
eliminated. 


The massive deck and body construction of Simplicity 
Spring-Mounted Shakeouts insures dependable 
operation and lasting service, cuts maintenance costs 
to a minimum. Available in all larger sizes for use 

as single units or in combination. For complete 
information write today to . 


Simplicity 8’ x 10’ 

Model OA 
Special Spring-Mounted 
Shakeout 
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(Concluded from page 186) 
delays in production. He indicated 
that the tank program presented a 
number of production problems which 
are being studied in an effort to in- 
crease output. 

Col. Eugene Engler gave an in- 
teresting discussion of the problems 
of the military in planning and pro- 
curement. Basic philosophy can fol- 
low three main lines, namely keep- 
ing ourselves only strong enough to 
resist aggression; keeping strong 
enough to deter any nation from 
starting a conflict; or providing the 
minimum force necessary to prevent 
war. He stated that in certain seg 
ments of industry, the capacity prob- 
lem is serious. Decision must be made 
Whether existing facilities will be 
adequate or if the production base 
must be broadened. In _ increasing 
facilities, finding the special produc- 
tion know-how is a great problem. 

Colonel Engler discussed in consid- 
erable detail the immediate problems 
facing the armor program. He indi- 
cated several steps are being taken 
to help increase output, including the 
production of the hull in smaller cast- 
ings which are assembled by welding. 
This will permit many more foundries 
to participate in the program. Also, 
in an effort to cut red tape of gov- 
ernment procurement, an effort is 
being made to put responsibility for 
procurement of armor castings in 
the hands of the prime contractors. 
Colonel Engler asked for the help 


of the entire steel foundry industry 
in meeting this problem. 

Speaking at a luncheon meeting, 
Frank G. Steinebach, editor, FOUNDRY, 
paid tribute to the society and the 
service it has rendered the steel found- 
ry industry and the American econ- 
omy the past 50 years. He indicated 
that the membership should take 
pride in the impressive record of ac- 
complishment and in the many ac- 
tivities which today are helping build 








a 


HAROLD H. JOHNSON 
Steel Foundry Facts Award Winner 


better steel castings. Special empha- 
sis was placed on the society’s ex- 
panded research program, the work 
of the T and O groups, and the prod- 
uct development program. He paid 
tribute to the co-operative spirit now 


permeating the industry, which has 
developed the ability to produce a bet- 
ter product and provided greater con- 
fidence in the place of the steel cast- 
ings in our scheme of things. This 
co-operative spirit also has brought 
about active participation in the dis- 
cussion of overall foundry industry 
problems through the National Cast- 
ings Council. 

The progress in steel castings the 
last half century provides the indus- 
try with the foundation for greater 
service to the American economy and 
the golden opportunity of meeting 
the enlarging demands of the future. 
The expanding economy and the goal 
of improved standards of living 
should result in a gradual increase 
in the demand for steel castings, With 
this growing demand, and with a 
basic understanding of what to make 
and how to make it, the next ten 
years should provide golden oppor- 
tunity for the steel castings industry 


Issues New Catalog 

Mexico Refractories Co., Mexico, 
Mo., has issued a new 104-page cata- 
log, ‘‘Better Refractories for the Fur- 
naces of Industry.” It describes vari- 
ous company brands of firebrick and 
refractory specialties for use in all 
types of industrial furnaces. Tables 
give combinations of brick sizes re- 
quired to turn circles and to make 
arches of various rises and spans. A 
glossary of terms is included. 





ing, Atlantic City, N. J. 


May 1-7—American Foundrymen’s Society, Interna- 
tional Foundry Congress & Show, Atlantic City, N. J. 
May 1—Non-Ferrous Founders’ Society, annual meet- 


Meetings of Interest to Foundrymen 


Sept. 22-23—Steel Founders’ Society, fall meeting, the 
Homestead, Hot Springs, Va. 

Sept. 26-27—Ohio Regional Foundry Conference, Ohio 
Chapters, AFS, and Ohio State Student Chapter, 








May 6-9—International Lighting Exposition and Con- 
ference, Public Auditorium, Cleveland 

May 14-6—Society for Experimental Stress Analysis, 
spring meeting, Lincoln Hotel, Indianapolis 

May 16—Malleable Founders’ Society, eastern section- 
al meeting, Commodore Hotel, New York 

May 22-24—American Society for Quality Control, 
annual convention and exhibition, Onondaga County 
War Memorial Auditorium, Syracuse, N. Y. 

May 238—Malleable Founders’ Society, western section- 
al meeting, Drake Hotel, Chicago 

June 16-17—Malleable Founders’ Society, annual meet- 
ing, Homestead, Hot Springs, Va. 

June 23-27—American Society for Testing Materials, 
annual meeting, Statler Hotel, and Hotel New 
Yorker, New York 

July 25—Malleable Founders’ Society, western section- 
al meeting, Drake Hotel, Chicago 

Sept. 8-10—American Standards Association, national 
standardization conference, Museum of Science & 
Industry, Chicago 

Sept. 8-12—Instrument Society of America, annual 
meeting, Cleveland 


Oct. 16-17—Gray Iron Founders’ Society, annual meet- 


Oct. 16-18—Foundry Equipment Manufacturers Asso- 


Oct. 17-18—Michigan Regional Conference, Central 


Oct. 20-24—American Society for Metals, National 


Oct. 25-26—Northwest Regional Foundry Conference, 


Nov. 10-12 — National Foundry Association, annual 


Nov. 13-14—Southwestern Regional Foundry Confer- 


Nov. 19—American Standards Association, annual 


Dec. 4-6—American Institute of Mining & Metallur- 


Ohio State University, Columbus, O. 
ing, Hotel Cleveland, Cleveland 


ciation, annual meeting, Greenbrier, White Sulphur 
Springs, W. Va. 


Michigan, Detroit, Saginaw Valley, and Western 
Michigan Chapters, AFS, University of Michigan, 
Ann Arbor, Mich. 

Metal Congress and Exposition, Philadelphia 


Oregon, Washington, and British Columbia Chapters, 
AFS, Multnomah Hotel, Portland, Oreg. 


meeting, Edgewater Beach Hotel, Chicago 


ence, Texas and Tri State Chapters, AFS, Baker 
Hotel, Dallas, Tex. 


meeting, Waldorf-Astoria Hotel, New York 


gical Engineers, electric furnace steel conference 
William Penn Hotel, Pitttsburgh 
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for lower cost ladle graphitizing 





for effective chill reduction 





for accurate hardness control 





for better machinability 


SPECIFY 


0.8 


The most powerful ladle 
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graphitizer 


Proven in use by 
thousands of foundries 


Treat gray iron effectively for less than 10 
cents per ton of castings! One ounce per 


100 Ibs. of iron will usually do the job. 


WRITE FOR OUR 
ENGINEERING BULLETIN NO. 2 
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(Concluded from page 125) 
the Brass and Bronze and Sand di- 
visions will be a symposium on shell 
molding. A second shop course will 
cover synthetic and naturally bonded 
sands. Technical session subjects in- 
clude gating practices, fracture char- 
acteristics, aluminum bronzes_ in 
high-pressure castings, and effect of 

lead and nickel on grain size. 
Patternmaking: At two technical 
sessions and a roundtable luncheon 











the Pattern Division will discuss 
coreboxes, patternmaking to com- 
pensate for shrink allowance, appren- 
tice training programs, wood pattern 
construction and new developments 
in metal patternmaking. 

Malleable: A joint session with 
the Refractories Committee will con- 
sider refractories for malleable du- 
plexing and batch type air furnaces. 
Other sessions will have such sub- 
jects as tests for hot tears, melting 
furnace atmosphere effect on fluidity 
and hot tears, effect of phosphorus 
on graphitization of blackheart mal- 
leable, and use of boron additions to 
cut annealing time. At a Monday 
roundtable luncheon dielectric core 
baking and fluidity testing will be 
discussed. 

Steel: .Subjects of papers at Steel 
Division sessions include boron sub- 


NON-FERROUS FOUNDERS’ SOCIETY 
To Meet at Atlantic City 


ON-FERROUS Founders’ Society 
will hold its annual membership 
business meeting at the Traymore 
Hotel, Atlantic City, Thursday morn- 
ing, May 1. Reports of officers and 
committees will be presented and dis- 
cussed. New programs, especially 
those dealing with Washington ac- 
tivities, will be presented for member- 
ship reaction and adoption. 


The annual “Let's Get Acquainted” 
dinner meeting of the society will be 
held Thursday evening at the Tray- 
more Hotel. Society president J. D. 
Zaiser, Ampco Metals Inc., Milwau- 
kee, will act as toastmaster for the 
evening which will feature an out- 
standing speaker and entertainment. 
Elected officers for the year 1952-53 
will be presented. Dinner at 7 p.m. 
will be preceded by a cocktail hour, 
for members, their ladies and guests. 


Final meeting of the 1951-52 board 
of directors of the Nonferrous Found- 
ers’ Society will be held in the Clar- 
idge Hotel, Atlantic City, on Wednes- 
day, Apr. 30. Policies for future ac- 
tivities will be discussed for presen- 
tation to the annual membership 
meeting the following morning. 


The society will maintain a booth 
during the International Foundry 
Show of the American Foundrymen’s 
Society for service to the industry. 
An outstanding feature will be the at- 
tendance during May 1, 2 and 3 of 
officials from the foundry branch 
of the Copper Division and the Alu- 
minum and Magnesium Division of 
NPA to answer any questions or in- 
quiries concerning the use of these 
metals. All foundrymen are invited 
to make use of this service and to 
use the booth. 





J. D. ZAISER 
President 


J. W. WOLFE 


Secretary-Treasurer 


stitution for alloys in cast steel, ap- 
plication of chills, metallurgy and 
mechanics of hot tearing, steel de- 
sulphurization with injected carbide, 
cutting with high-purity oxygen, and 
statistical quality control. 

Sand: In addition to the sand 
course to be held in conjunction with 
the Brass and Bronze Division, the 
Sand Division will conduct two other 
courses—“‘Use of High-density Mold- 
ing Materials” and ‘Household Hints 
and Tips.” Four technical sessions 
will have papers on olivine as a 
molding material, bonding of sands, 
influence of oven atmosphere on mold 
drying and core baking, flowability 
of foundry sands, mineral pearlite, 
and riddle size influence on molding 
sand tests. 

Education: The International Edu- 
cation Dinner referred to previously 
will be supplemented by two sessions 
on chapter educational activities. 
Another Education Division session 
will treat apprentice training and 
management’s responsibility in train- 
ing programs, 

Working Conditions: An expanded 
program covering this general sub- 
ject will be conducted by the Safety 
and Hygiene and Air Pollution group. 
Three sessions are scheduled, one pri- 
marily for nonferrous foundrymen. 
Other sessions will cover various sub- 
jects related to ventilation, dust col- 
lection, air pollution and health prob- 
lems. 

General Interest: Refractories 
Committee will meet with the Gray 
Iron Division to discuss cupola re- 
fractories, in addition to its joint 
session with the Malleable Division. 
Time Study and Methods Committee 
will have two sessions to consider 
waste control, standards for rough 
chipping, melt department incentives, 
and use of motion pictures in time 
study work. Plant and Plant Equip- 
ment Committee will devote two ses- 
sions to molding machines. Two ses- 
sions also are scheduled by _ the 
Foundry Costs Committee, one a 
question-and-answer panel and_ the 
other on pricing castings using 
standard costs. 

At the Heat Transfer Committee's 
two Sessions the subjects will be heat 
flow in moist sand, solidification of 
nodular iron in sand molds, riser 
treatments and relationship of space, 
time and temperature in casting 
metals. 

Plant Inspection: Although At- 
lantic City itself is devoid of found- 
ries, the popular plant inspection pro- 
gram is retained this year through 
the availability for visits of found- 
ries in the nearby Philadelphia area. 
For details see page 136 this issue. 





FOUNDRY 











207 





CORE BLOWERS 


Assure MAXIMUM Production 
With MINIMUM Effort | 


THE NO. 2 STATIONARY MAGAZINE TYPE 


8 OUTSTANDING FEATURES: 


Large stationary work area. 

Large sand supply hopper. 

Stationary sand magazine. 

Easy accurate locating of core boxes. 

Quick change magazine heads. 

Quick adjustment for different height core 
boxes. 

Quick change, fully adjustable, vertical clamp- 
ing attachment. 

Actuating one handle clamps the core box, 
blows the core and releases the core box, in 
two seconds. 


CAPACITY: Cores up to 5# 


Write for Specification Bulletin ‘‘F'’ 








> ™M PPPS 


A fast and accurate DRAW 
TYPE core blower for small 
work—has stationary sand 
magazine and many additional 
features assuring maximum 
production. Quickly adjusted to 
accommodate core boxes not 


THE No. 2-D 
CORE BLOWER 







The original small core blow- 





THE 
CARTRIDGE TYPE ./ 
BENCH CORE 


BLOWER «= /'f4\ iy 


caper’ be 


Proven simplicity, 


speed and flexibility. Makes 


requiring the draw feature. 
Can be equipped with clamping 
attachment for vertically split 
core boxes. 


cores up to 2. 


Thousands in use in 
American Foundries . . 
Write for 


Specification 
Bulletin “G” 





SIX FEATURES: 


1. MAXIMUM SAFETY—Operator must use both 
hands at once to clamp core box and blow 
cores. 

2. ACCURATE DRAW—Stationary sand maga- 
zine and long lead on draw table shaft 
assure accurate draw. 


3. ADJUSTABLE LENGTH OF DRAW—Quickly 
changed without changing height of table. 


4. FLEXIBILITY—Easy adjustments permit use of 
draw feature even on short run jobs. Draw 
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type magazine heads having removable blow 
plates are interchangeable with regular No. 
2 gazine head 





. CORE BOX VIBRATION—Controlled by keep- 


ing draw valve handle depressed during 
draw operation. 


. PROVEN—The No. 2-D is being used in lead- 


ing foundries everywhere. Backed by the 
Redford reputation for quality equipment. 
Write for Specification Bulletin *‘D"’ 


See Our Exhibit, Booth No. 1745, Atlantic City 


IRON & EQUIPMENT CO. 


* DETROIT 23, MICHIGAN 
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CASTING 
MOLDS 


or Steel Ingots 


By PAT DWYER 
Engineering Editor 
FOUNDRY 


HE Dominion Steel & Coal 
Corp. Inc. operates a number 
of manufacturing plants, ore 
mines, coal mines and quarries in 
various Canada, At the 
Sydney, N. S., plant steel is melted 
in open-hearth and electric furnaces 


parts of 


and converted into ingots for roll- 
ing or forging. Majority of the ingots 
go through the adjoining blooming 
billet, rail and rod mills. The forging 
ingots, ranging from 15 to 65 tons, 
are shipped to the Trenton, N. S., 
plant where they are reduced to the 
desired shape in huge _ hydraulic 
presses. 

In normal operation the forging in- 
gots are cold by the time they ar- 
rive at Trenton after a train journey 
of nearly 200 miles and a car ferry 
crossing at the Strait of Canso. Be- 
fore the ingots can be processed they 
are brought up to proper tempera- 
ture in soaking pits. 

Steel men for many years have 
wrestled with the problem of bridging 
this gap in the production line, seek- 
ing a means that would carry the 
ingots at high temperature from the 
melting shop to the blooming mill o1 
forge. Present practice of Dominion 
Steel offers one solution to this prob- 
lem. 

The ingot, shortly after solidify- 
ing, is lifted vertically from a big- 
end-up ingot mold, tilted to a hori- 
zontal position and iowered into a 
specially insulated steel box an- 
chored to a flat car. It is held in 
place by premolded supports while 
the remainder of the space is filled 
with tamped vermiculite supplied by 
the Zonolite Co., Chicago. Tempera- 
ture of the ingot when it leaves the 
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Layout of mold rigging, runner basin, sprues, risers and flowoff 
ladle employed in pouring a large gray iron ingot mold casting 
at plant of Dominion Steel & Coal Corp. Inc., Sydney, Nova Scotia 


open-hearth department in its insu- 
lated steel box is 1600° F; its tem- 
perature on arrival at the Trenton 
forge is between 1560 and 1600° F. 
The time saved between shipping the 
ingot cold and shipping it hot is ap- 
proximately 30 days. 

From a foundry standpoint prob- 
ably the most important feature is the 
casting practice involved in producing 
the large iron ingot molds in the 
gray iron, steel and nonferrous found- 
ry located near the south end of the 
company’s plant in Sydney. Up to 
the present the largest mold made 
in this foundry weighs 85 tons. Meth- 
od of making the mold for a 77-ton 
ingot mold is indicated in the ac- 
companying illustration. Usual ratio 
of weight of ingot mold to ingot is 1.2 

1; for example, a 60-ton ingot re- 
quires a 72-ton mold. 

About 100 tons of iron was melted 
to pour a 65-ton ingot mold. The 
mixture of 70 per cent pig iron and 30 
per cent ingot mold scrap showed an 
average analysis of .1.50 Si, 0.07 S, 
0.07 P, 0.95 Mn. Average analysis of 
the pig iron is 1.75 Si, 0.04 S, 0.04 P, 
1.20 Mn. Metal in the cupola in the 
bed, between charges and in the 
spout is fluxed with soda ash. The 
iron is melted in two 60-in. ID cu- 
polas, and poured into the mold from 
one 30-ton, two 20-ton and four 10- 
ton ladles. The foundry is equipped 
with one 25-ton electric traveling 
crane and one 20-ton crane; actu- 
ally the first crane has a lifting ca- 
pacity of 40 tons, and the second 
crane can lift 30 tons. All ladles are 


filled from a 20-ton ladle under the 
cupola spout. The iron in the ladles 
is kept hot with a generous covering 
of charcoal and blacking for approxi- 
mately 4% hours. 

Twelve days after the patternmak- 
ers started working on the pattern, 
the mold was ready for the iron. A 
complete pattern was employed to 
form both the outside and inside of 
the mold. The inside, or core, was 
erected directly,on the drag and was 
not disturbed. The outside part of 
the mold included a cheek in two 
parts and a cope. The various parts 
were dried for three days and then 
assembled in the casting pit. 

With the exception of the lifting 
plates to carry the sand in the cheeks 
and a rectangular plate to serve as 
a connection between the middle and 
top sections of the cheek, all the 
flasks and other pieces of equipment 
were selected from existing facilities. 

The pattern was centered and erect- 
ed on a sand bed rammed and finished 
flush with the drag joint line. Sand 
on the outside of the pattern was 
rammed in the usual manner. A 
parting was made half way up and 
a third parting made at the top. 
A 3-in.-diam sprue was incorporated 
in one corner of the mold for dis- 
tributing metal through three gates 
one at the bottom, one near the cen- 
ter and one near the top of the mold 
A second sprue was formed directly 
on top of the mold cavity and in line 
with the first gate so that both sprues 
might be served from the same pour- 

(Conclided on page 194) 
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(Concluded from page 192) 
ing basin. 

The core, built directly inside the 
pattern, was supported by crabs or 
arbors spaced about 12 in. apart, and 
with studs between each pair. A long 
bolt extended from ‘below the drag 
to a point about 6 in. above the top 
of the pattern. It was enclosed near 
the top in a perforated 8-in.-diam 
pipe which, in turn, rested on the 
top arbor. A washer was placed over 
the upper end of the pipe and the 
bolt was drawn up tight. Two short 
pieces of light rails were placed under 
the washer and over the pattern to 
hold the pattern and core in place 
while the crane was lifting the cheeks 
from outside the pattern. 

A long.runner basin was lined with 
sand and dried. Two holes were left 
in the bottom to correspond to the 
two sprue openings in the cope. With 
the runner basin in position, a square 
block core with a 3-in.-diam hole 
in the center was adjusted in place 
over each sprue. Sand was packed 
around the block and the surface in 
the vicinity was slicked to correspond 


to the remainder of the basin bottom. 

To facilitate pouring the metal with 
two cranes the mold was set up in 
the casting pit with the long runner 
basin in line with the columns sup- 
porting the crane runway. In this 
manner, with the crane trucks touch- 
ing, the ends of the runner basin were 
approximately 22 ft apart. The runner 
basin, with a capacity of 20 tons, 
served as a reservoir and elastic 
link in the cycle of operation inci- 
dental to handling six ladles with 
two cranes. 

The 30-ton ladle was hoisted to 
the north end of the runner basin, 
the end farthest from the cupolas. 
One 20-ton ladle was hoisted in a 
similar manner at the south end and 
the entire content poured into the 
runner basin. This ladle then was 
placed on the floor and the second 
filled 20-ton ladle was picked up and 
spotted by the crane. While making 
the transfer the plug was pulled 
from the top of No. 1 sprue and pour- 
ing was commenced from the large 
ladle to keep the runner basin filled 
and to prevent any slag or other 


New Jersey Sand Producing Plants 


(Concluded from page 137) 

Chartered buses will leave Atlantic 
City the mornings of Friday, May 2 
and Tuesday, May 6 for the Philadel- 
phia area plant tours. Certain found- 
ries also will be open to visitors on 
other days of the week. 

Information 


concerning plant in- 


Plant 


DANIEL GOFF CoO. INC. 
Clayville, N. J. 


MILLVILLE SILICA SAND & GRAVEL 


co. INC. 
Port Elizabeth, N. J. 


JESSE S. MORIE & SON INC. 
Mauricetown, N. J. 


NATIONAL PULVERIZING CO. 
Millville, N. J. 


NEW JERSEY SILICA SAND CO. 


Millville, N. J. 


GEORGE F. PETTINOS, INC. 
Williamston Junction, N. J. 
Manumuskin, N. J. 


TAGGART BRIMFIELD CoO. 
Hammonton, N. J. 


TRI STATE SAND CO. 
Millville, N. J. 


WHITEHEAD BROTHERS CoO. 
Dividing Creek, N. J. 


WHITEHEAD BROTHERS CoO. 
Dorchester, N. J. 
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spections will be available at a head- 
quarters desk to be maintained by 
the Philadelphia Chapter Plant Visita- 
tion Committee at Convention Hall. 
Arnold N. Kraft, Wilkening Mfg. Co., 
Philadelphia, is chairman of the com- 
mittee. Arrangements also may be 
made at the headquarters for visits 


foreign material from entering the 
mold. 

With the mold about three-quarters 
filled, the plug was pulled from No. 2 
sprue and the remaining ladles were 
picked up in turn and emptied into 
the runner basin. One empty 20-ton 
ladle was placed alongside the mold 
to catch the overflow from the top 
of the riser. This also served to drain 
all the iron out of the runner basin. 
The metal caught in this manner was 
poured into a mold for one of the 
standard 8-ton ingot molds and sev- 
eral other castings on the floor. With 
the exception of the sprues and gates 
there was no scrap or return metal 
in connection with the production of 
the large ingot mold casting. 

In the last 25 years many large 
ingot molds have been made in the 
foregoing manner. The work is care- 
fully planned and strictly supervised. 
Cranes, cables and hoisting gear are 
examined. Cupolas and blowers are 
inspected. Expert molders handle the 
ladles, and shop millwright and elec- 
trician take stations on top of each 
crane during the pouring period. 


Open to Visitors 


to New Jersey sand plants. The vari- 
ous sand companies listed in the 
schedule below wil! provide trans- 
portation for visitors desiring to in- 
spect their plants. Dan Jones, New 
Jersey Silica Sand Co., Millville, N. 
J., is chairman of the sand producers’ 
group. 


Products 


Naturally bonded foundry sand and clay deposits. Screens and load- 
ing apparatus for all bonded sands. 


Silica sand deposits and wash plant, screens and dryers for produc- 


tion of wet and dry grades, special blends, core sands, furnace bot- 


tom, and sandblast sands. 


Equipment for producing unbonded foundry and industrial sands. 


Dredges, washers and dryers. 


Three large grinding mills for production of silica flour from 90- 
325 mesh, Vibrating screens for sandblast graduation. Two modern 
dryers preparing sand for the foundry industry. 


Deposits of silica sand, naturally bonded sands and clay. Dredges, 
wash plants and screening plants with classifying equipment for 
grading silica sands of all finenesses. Natural bonded sand produced 
by mills, mullers, and screens. Kiln drying equipment. Modern of- 


fice and laboratory. 


Silica sand deposits, screening, washing, and drying plant for high 
grade sands. Silica sand deposits, screening, washing, and drying 
plant for graded silica sands and sandblast sands. 


Pits and screens for the production of gravels, molding sands, and 
clay sands for general foundry work. 


Equipment for the production of naturally bonded sands. Rotary 
screens and conveyors. Naturally bonded sand deposits. 


Silica sand deposits, wash plant, screening and drying operations 


for silica sands of all finenesses. 


Naturally bonded sand deposits. Screening plants for the production 
of naturally bonded gravels, molding sands, and clays. 
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WHITING 








HERE’S HOW TO 


» Save Melting Fuol | 


This new Whiting paper will give you valuable information on one of today’s most 


important subjects. It tells you where to watch for heat losses all the way from melt- 
ing furnaces to molds—and what to do about them! The bulletin is well illustrated 
and contains charts and diagrams that will interest every foundryman. Ask your 
Whiting salesman for Bulletin FO-5 or write to: 


WHITING CORPORATION 
15607 Lathrop Ave., Harvey, Illinois 
Manufacturers Of A Complete Line Of Foundry Equipment 


FO-1, ‘‘How To Make Your Cupola Operation More Efficient” 
Write for these other Whiting Bulletins... | FO-2, ‘Tips On Improving Cupola Charging” 
FO-3, ‘Hot-Blast’’; FO-4, ‘‘Facts On Duplexing’’ 
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Abnasiwe 
800 East 67th Street Cleveland 8, Ohio 
Howell Works: Howell, Michigan 


One Of The World’s Largest Producers Of Quality Abrasives 
Normalized (Copyrighted Trade Name) -Hard Iron-Cut Wire~Powder 


Stop and see us in Booth 1223 Atlantic City 
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(Shipments of castings—net tons?) (Shipments of castings—1000 pounds*) 
Shipments Unfilled Shipments : 
Total For Sale Orders? Perm. Unfilled 
Total Sand Mold Die Orders 
‘ 90 509 ras . 
aoe 920,992 512,192 1949 304,409 106,825 102,908 87,812 
1951 1950 
Jan, 92,508 54,817 = . ans 7 c 99 404 ' 
Feb 88,950 54.915 5 ~ ae aa aan a a a an Bet: ae ROS, 
olal te 4 o oe ) o z 1 66 
Mar. 101,667 60,265 37, re : 
Apr 97,276 57,554 76, 1951 
May 100,800 61,373 274,954 Jan 42,538 14,401 14,554 12,641 93,264 
June 94,376 07,176 Feb 40,785 14,106 13,082 12,852 94,581 
July 76,826 45,072 Mar 42,204 15,900 12,771 12,677 100,453 
Aug. 90, 97,164 Apr 40,242 14,455 12,901 12,079 106,077 
Sept 82, 48,568 May 40,487 14,798 13,400 11,692 112,638 
Oct. 93, 58,251 < June 35,961 13,853 10,32 10,850 112,760 
Nov, 88,2 53,682 220,740 July 27,426 10,739 7,142 8,693 119,461 
Dec, 76,045 45,543 215,134 Aug 35,531 14,128 10,922 9,526 117,888 
‘ ae 7 ‘ . 90 G 72 99 O72 7 
Total 1,083,545 654,380 — ee ee See oe eee Foundry Production Workers 
L OO), mem « vo > aw 6 O52 
1952 Nov. 32,367 12,728 8,816 9,926 116,044 Estimated Number 
J 87,003 54,988 202,799 2c 30, 79! 2,587 387 2,479 
Jan 7,00 4,98 02,79 ie = po Re ri aie 387 , 8 aa 112,4 Jan. Dec. Jan. 
lel eis dicibes ie - 1952 1951 1951 
Gray lIror 153,400 161,000 
Malleable 27,500 26,800 
“ Steel 66,800 55,200 
Copper-Base Alloy Magnesium Nonferrous ‘ 91,900 94,500 
(Shipments of castings—1000 pounds!) (Shipments of castings—1000 pounds?) Average Weekly Earnings 
Shipments : ; ——Shipments Unfilled pi a on ‘i Ir “oa pt 60.54 $70 - 
Perm. Unfilled Total For Sale Orders Parsee eg 4 aren ee $2.58 
Total Sand Mold Orders: sna ones 8 781 —— 16.66 iS. 7% 73.19 
9 36 78 Jonferrou: 78.06 78.2 72.33 
1949 724,053 654,444 37,311 1950 i seeks rans is 
- 7s) 
1950 Dee 1.528 + 444 ana Average Weekly Hours 
Dec. .. 100,641 90,606 5,985 68,738 Total 12'314 11582 ; Gray Iron 41.4 11.3 13.6 
Total 1,022,291 925,495 52,756 ‘i = ae a Malleable Iron 40.0 41.3 12.7 
1951 1951 Steel $2.9 13.7 42.8 
Jan 102,643 92,171 6,363 77,580 Jan 1,540 1,73 8,616 Nonferrous 42.4 $2.8 42.1 
Feb 96,946 87,667 5,427 75,967 Feb 1,907 1,801 10,878 
Mar. 110,887 100.221 6.405 79,766 Mar 2,156 058 12,196 Labor Turnover Rate ( Dec.) 
Apr 101,506 91,852 5,802 82,711 Apr 2,267 2,161 12,191 (Per 100 employees) 
May 105,438 95,049 5,986 84,002 May 2,334 2,206 12,867 Total = Total 
June 98,559 88,818 5,358 83,518 June 1,758 1,642 14,331 Acces- Sepa 
July 76,551 69,334 4,064 85,837 July 1,676 1,557 15,528 sion ration Quit Layoff 
Aug 94,443 84,720 5,097 84,821 \ug 2,270 2,13 16,095 Gray Iron 2.5 3.8 1.8 1.3 
Sept, 85,433 76,304 5,161 84,611 Sept 2,010 1,931 16,407 Malleable_ Iror 2.3 1.0 1.8 1.3 
Oct 94,706 84,544 5,845 82,491 Oct. . 2,371 2,300 16,143 Steel 3.7 3.3 2.4 0.2 
Nov 87.764 78,640 5.661 82,667 Nov 2,774 2,461 15,550 Nonferrous 1.1 2.2 Rea 0.4 
Dec 76,526 69,653 4,639 80,435 Dex ; 2,220 2,098 14,729 
Total 1,131,402 1,018,973 65,808 Tota 25,58 24, O89 Source: Bureau of Labor Statistic 
. ° 
Gray Iron Castings—Shipments 
(Net tons!) 
Heavy Steel Chilled Railroad Pressure Pipe Soil Pipe Unfilled 
——All Castings—— Miscellaneous Castings Ingot Molds Car Wheels & Fittings & Fittings Orders! 
Total For Sale Total For Sale Total For Sale Total For Sale TotaP TotabP Total 
1950 12,905,562 6,880,352 8,117,748 3,415,281 2,308,661 1,043,590 514,074 456,402 1,203,762 761,317 
1951 
Jan 1,364,311 762,407 875,437 405,863 228,824 103,475 56,046 49,065 131,779 72,225 2,297,705 
Feb, 1,234,226 684,928 811,724 369,932 91,598 49,423 43,967 117,141 62,290 2,391,843 
Mar, 1,440,149 818,473 920,802 427,162 114,858 62,282 57,241 144,620 74,592 2,389,659 
Apr, 1,363,041 766,735 880,381 403,619 106,417 61,993 54,002 134,302 68,395 2,336,926 
Mav 1,396,236 796,053 897,913 418,950 112,145 65,72 57,485 139,854 67,619 2,228,596 
June 1,308,987 742,794 847,024 395,329 108,042 58,620 52,700 121,851 64,872 2,162,152 
July 1,028,812 568,126 653,656 301,749 97,575 410,792 35,202 88,217 15,3 2,208,116 
Aug 1,218,832 697,952 779,838 378,042 222,721 109,257 50,127 44,507 115,284 50,862 2,144,587 
Sept. 1,114,789 625,511 704,657 328,331 204,856 96,011 45,467 41,360 111,893 17.916 2. 055,392 
Oct. 1,301,681 732,764 815,815 382,405 244,556 115,738 53,172 16,483 130, 63¢ 57,502 1,983,307 
Nov 1,183,833 674,139 737.971 348,991 222,665 107,569 48,759 43,141 129,766 44,672 1,933,972 
Dec. 1,032,799 582,614 646,352 309,696 204,911 94,857 41,594 38,119 108,767 31,175 1,847,065 
Total 14,987,696 8,449,515 9,571): 4,469,069 2,624,517 1,257,542 633,996 563,272 1,474,110 699,000 
1952 
Jan 1,199,285 694,498 745,548 359,806 225,704 110,263 57.155 53.551 125.729 $5.149 1.800.905 
J . 
Steel Castings—Shipments 
(Net tons!) 
— an Ai Cagtinans Carbon steel Alloy Steel Unfilled 
Railway Railway Railway Orders! 
Total For Sale Specialties Total For Sale Specialties Total For Sale Specialties Total 
1950 1,459,382 1,042,884 261,357 1,081,162 788,619 243,215 379,220 254,265 18,142 
1951 
Jan 174,056 124,002 42,805 135,086 98,197 37,790 38,970 25,805 5,015 675,385 
Feb. 163,976 117,156 42,565 126,293 93,461 36,793 37,683 23,695 5,772 706,989 
Mar 190,665 134,184 44,196 148,884 107,745 39,492 41,781 26,439 4,744 779,717 
Apr 181,908 129,059 41,545 139,948 102,367 37,553 41,960 26,692 3,992 846.947 
May 189,232 131,102 39,845 143,201 101,363 35,511 46,031 29,739 4,334 881,702 
June 184,424 131,219 42,337 141,538 103,090 38,200 42,886 28,129 4,137 895,054 
July 147,251 100,141 27,585 111,964 78,034 24,516 35,287 22,107 3,069 929,978 
Aug 177,096 128,981 41,763 130,913 99,732 36,086 46,183 29,249 5,677 944,211 
Sept 160,695 116,658 35,500 120,632 89,771 33,086 40,063 26,887 2,414 918,038 
O 189,929 139,953 39,984 138,610 104,449 36,488 51,319 35,504 3,496 891,508 
N 176,728 131,276 35,034 126,544 95,180 31,099 50,184 36,096 3,935 865,029 
I : 165.110 123,448 33.213 119,762 89,298 29,341 415,348 34,150 3,872 846,436 
tal 2,100,970 1,507,179 476,372 1,583,375 1,162,687 415,955 527,695 344,492 50,457 
Ja 183,738 139,488 37,091 133,985 102,265 31,806 49.753 37,223 5.285 869.299 
Source: Bureau of the Census. ? Al] cast iron pipe is shipped for sale For sale only 
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TT t ma a a BE. ae ER Bs FE BES ee ee Ea ae 
i ‘ . 
_ | _ SHIPMENTS OF CASTINGS Seiiaiea Shion 
(REPORTED BY BUREAU OF THE CENSUS) 
1400 }-——_--—----— enn . — — a oe | Foundry Trades Only 
RAY iRON sis - 
1200 GI - yo sis (Net Orders Closed, New Equipment) 
1951 1952 
1000 Jan, 668.0 404.5 
Feb. 638.6 200.4 
800 fF Mar 599.0 
MS, ead sre wide d ae ae eS 490.1 
May 431.7 
w 3 of 
= z 200 June 393.2 
a 4 180 PUNY 035.4: 4.8 Rae eee ee 390.3 
= mS Aug, 404.5 
oO Sept. 346.5 
» '60 Oct 372.4 
S Nov 305.5 
| 140 EO: a ore\aaislebereneaia a oats 230.5 
2) 
3 120 . 
r Note: Figures are percentages of the base 
F 100 period 1937-1939 taken as 100 per cent 
(monthly average). Source: Foundry Equip- 
80 ment Manufacturers Association, 
60 =COPPER-BASE ALLOYS —f 
« 7 = aLuMINUM” ee Coke Producti 
oke Production and 
20 : é eee : 
: Consumption 
Fn nd eke rar OR HE BEE SE TR bod gd Wee Sas i See i 
JFMAMJJASOND JIFMAMJSJAS OND YF FMAMSJ JASOND (Net tons*) 
195! 1952 
1950 | | Consumption 
7 Production Total By Foundries 
4 a —7« Le d © We 97 
Ingot Brass and Bronze Zinc-Base Alloy 1950 72,718,038 73,373,618 3,523,396 
: ; ; 1951 
(Shipments in net tons) (Shipments of castings—1000 pounds!) Jan. 6.811.309 6.786.198 333.191 
1951 1952 Shipments Unfilled Feb 6,008,154 6,045,800 293,169 
ply ase Total For Sale Orders? Mar, 6,683,119 6,697,525 299,267 
Jan 28,416 28,310 1949 377,779 248.679 Apr 6,471,316 6,335,793 357,018 
Feb 27,168 24,211 1950 May 6,730, 122 6,716,780 367,946 
— 31.997 WNGRS ccm tats 17.818 31.161 102.636 — $567,660 6,638,043 324,755 
Apr 30,472 Total 536,395 341,833 pie aa. | ao 
= 1951 Aug. 6,768,161 6,674,495 
May srs July 34,064 23,088 85,028 Sept. 6,470,658 6,366,969 
June 33,817 \ug 37,32 22,985 80,588 Oct. 6,742,767 6,727,211 
“a 39 016 Sept 31.507 20,021 81,539 Nov. 6,501,098 6,562,279 
July 32 ¢ pri geet dai =e aq Dec, 6,738,759 6,821,446 
\ug 25,285 Oct, ..... 36,000 2<, 60% £0, 00% 74 1299 ORG ~ so 46 
Sept 59" 285 Nov. 30,531 19.219 81,955 rotal 79,122,966 78,868,124 he 
Oct ; 23,124 ee at: 26,998 17,028 77,308 ene 
Total for year 332,378 Total 150,375 291,796 Jan 6,802,272 6,757,690 260,257 
. 
Iron and Steel Scrap Consumption 
(Gross tons*) 
By Types of Furnace 
—————-All Scrap —_—— Cupola Electric 
Total Purchased Total Purchased Total Purchased Total Purchased 
1944 19,281,000 22,922,000 7,968,000 4,175,000 801,000 276,000 4,239,000 2,608,000 
1950 61.497.000 29,403,000 4,474,000 4,666,000 1,118,000 407,000 6,355,000 3,828,000 
1951 
Jan 5,975,382 3,010,300 1,009,142 533,705 110,004 41,116 684,484 135.633 
Feb 5,337,562 2,691,692 936,915 492,395 101, 23% 38,135 627,308 398,814 
Mar 6,187,520 3,100,622 1,064,325 558, 108,513 39,260 728,786 163,371 
Apr 5. 987,947 3,013,527 1,029,069 545, 103,458 37,973 704,416 457,521 
May 6,096,678 3,087,313 1,063,281 568,198 111,914 39,312 734,483 184,878 
June : 5,693,402 2,847,856 972,949 517,604 108,740 39,454 693,636 162,092 
July 5,298,644 2,581,856 747,864 393,254 80,903 29, 858 632,782 $21,689 
Aug 5,614,535 2,721,287 915,180 487,085 104,809 37,592 720,020 $75,190 
Sept. 5,377,491 2,585,665 811,332 127,035 93,166 33,640 688,941 460,446 
Oct. 5. 869.590 2 826.2 951,406 504,804 102,950 38,534 750,915 189,217 
Nov 5,596,36S 2,699, 847,991 451,591 90,302 33,795 738,589 489,999 
Dec », 483,089 2 656, 738,150 398,538 87,745 32,430 687,559 450,155 
Total 68,518,208 33,822,43 11,090,607 5,878,939 ,203,740 441,099 8,391,919 5,389,005 
1952 
Jan 5,837,011 2,788,426 
° ° . 
Pig Iron Production and Consumption 
nai = _————$—— —— Production** Len -ONSUMption *——_-+______ 
(Standard grades—-1000 net tons) Low Phos. (By type of furnace, 1000 gross tons) 
Intermediate Low 
Total Foundry Malleable Basic Phos. & Bessemer Total Cupola Air Electric 
1950 64,589.1 2,870.4 3,034.2 50,450.5 8,234.0 OS,416 5,475 319 326 
1951 . 
Jan 5,801.7 4,529.8 738.6 5,367 542 32 7 
Feb 5,084.8 4,007.2 4,725 492 29 10 
z 2 mo 10,886.5 8,537 0 10,092 1,034 61 24 
2 Mar 9,919.3 1,647.5 9,406 550 33 15 
: Apr 5,812.2 $,57 5,281 516 31 11 
5 May 6,104.4 4 033 31 11 
F June 5,911.3 +,6 186 30 11 
= July 5,994.8 1,7 378 23 10 
= Aug 5,988.6 ., 165 30 11 
Sept 5,811.6 1,2 131 27 12 
Oct 6,112.6 t, 489 3 14 
Nov, 5,824.5 2 +,{ 14 2g 9 
Dec 5,898.1 257.5 1 101 28 11 
Total 70. 264.5 169.0 55 731 $54 136 
1952 
Jan 1,964.3 233.1 285.8 4,672.3 773.1 », 452 
Feb 5.701.8 245.2 261.4 1,496.9 698.3 
2 mo 11,666.1 17S 47.2 9,169.2 1,471.4 
* Source: U. S. Dept. of Interior, Bureau of Mines * Source: American Iron & Steel Institute Source: Bureau of the Census. 2? For sale only 
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WITH 


SMITH Ko CORE OIL 


Put Smith L-O Core Oil on the job... then 


relax! For here is a core oil well-known for its 





























ability to save time and effort as well as to pro- 
duce sound, accurate cores. You'll find excellent 
workability with Smith L-O...and maximum 
fast-drying to step up production of both large 


and small cores. 


Order Smith L-O Core Oil with full confidence 
that you will work with a binder giving con- 


sistently uniform results. 


- 





WAREHOUSE STOCKS 
AVAILABLE 


In The Following Cities 


Th) ee ¢ 5 a ee & e 
7 ) eho ‘se @ COLUMBIAN WAREHOUSE CO. 


Reading, Pennsylvania 


@ FOUNDRY MATERIALS CO. 
Coldwater, Michigan 


@ FOUNDRY SERVICE CO. 
Birmingham, Alabama 


@ THE FOUNDRY SUPPLY CO., INC. 
Minneapolis, Minnesota 


@ F. F. SHORTSLEEVE 
Elmira, New York 


@® MALCOLM G. STEVENS 
Arlington, Massachusetts 


@ PACIFIC GRAPHITE CO., INC. 
Los Angeles 22, California 


* 7 io COKE & FOUNDRY SUP- 


PL Oo. 
cs) (formerly M. W. Warren Coke Co.) 
St. Louis, Missouri 
@ WESTERN FOUNDRY SAND CO. 


Seattle, Washington 


@ WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 





ROD DIP LIQUID PARTING 


SMITH OIL & REFINING CO. 


MANUFACTURERS OF L-O AND CERTIFIED CORE OILS 


INDUSTRIAL OILS DIVISION ...ROCKFORD, ILLINOIS 











May 1952 























NEWS VIEWS 
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—> TO SWITZERLAND: Modern Equipment Co., Port Washing- 
ton, Wis., recently shipped this 22,000-Ib ladle to Sulzer Bros., Win- 
terthur, Switzerland. It is 79 in. in diameter at the top and is 
equipped with both a top lip and bottom pour mechanism. The 
ladle will be used in pouring iron and steel castings. 
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«<e@— UNIVERSITY FOUND- 
DRY: One of the exhibits 
at the recent Foundry Edu- 
cational Foundation confer- 
ence in Cleveland was this 
scale model of the Universi- 
ty of Michigan’s foundry. 
Around the table, left to 
right, are: Charles W. 
Briggs, Steel Founders’ So- 
ciety of America; Richard 
A. Flinn, University of 
Michigan; Fred J. Walls, In- 
ternational Nickel Co., De- 
troit; Claude B. Schneible, 
Claud B. Schneible Co., De- 
troit; Robert Hardy, Central 
Specialty Division of King 
Seeley Corp., Ypsilanti, 
Mich.; Larry P. DeBoer, 
University of Michigan; G. 
A. Conger, University of 
Michigan; Frank F. Riecks, 
Ford Motor Co., Detroit. 





So TRUCKSTRIP: 


CASTING CAR: Tank armor steel castings ride 24 cars 
like this one in the new heat treating plant of General Stee! 
Castings Corp., Eddystone, Pa. 
Car & Construction Co., Easton, Pa., are electric-motor driven, 
and sequence of their movement to the furnaces and timing 
of their passage through heating zones are automatically gov- 
erned from centralized control stations. The 24 cars, each 26 ft 
9 in. by 11 ft 8 in., have a capacity of 75,000 Ib. They will 
have an 8-in. refractory deck and side and end sand seals. 


The cars, built by the Easton 


American Cyanamid Co. discovered that 
steel mats can provide firm footing for fork trucks, in addi 
tion to their wartime use ir making emergency airstrips for 
planes. Pending the laying of a concrete floor at the com 
pany’s Willow Island, W. Va., plant, the matting served satis 
factorily as an inexpensive temporary flooring. (Baker-Rau 
lang Co. photo) 
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Making MELTRITE 


Pouring molten iron into 
moulds at the pig machines. 


MORE USED THAN ANY OTHER MERCHANT PIG IRON 


x 69 years of 


|) service 
f to industry 
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PICKANDS MATHER & COMPANY 


UNION COMMERCE BUILDING ¢ CLEVELAND 14, OHIO 


CHICAGO «+ CINCINNATI + DETROIT + DULUTH + ERIE » GRAND RAPIDS 
GREENSBORO + INDIANAPOLIS + MINNEAPOLIS + ST. LOUIS +» WASHINGTON 
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AROUND THE COUNTRY 


News Reports from... 


ja 





GRAY iron foundries are receiving 
more inquiries than they have had for 
many months, but how much of this 
business will actually materialize is 
anybody’s guess. Automotive demand 
for castings is somewhat improved, 
and second quarter got under way 
with production higher than even the 
more optimistic souls had hoped for. 
Some automotive die work has been 
awarded local foundries and several 
automakers are pushing their new 
V-8 engine programs in the hopes 
that tooling for the new designs can 
be completed in time for inclusion in 
1953 models. 

One of these is Ford, whose Cleve- 
land engine plant will turn out an 
overhead-valve V-8 for the 1953 Mer- 
cury, according to present schedules. 
Approximately 50 per cent of the ma- 
chinery required for the Mercury en- 
gine line has been delivered, and in- 
stallation of scattered pieces of equip- 
ment has begun. 

The Ford six-cylinder engine pro- 
duction line in that plant represents 
a new high in automaticity. For 
example, the entire cylinder block 
machining department, which begins 
work on the rough casting and turns 
out a finished block ready for assem- 
bly, consists of one “tool’’. Actually 
a series of 42 individual transfer-type 
machine tools connected by shuttle- 
type automatic transfer conveyors, 
the block line covers more than an 
acre of space in the million-sq-ft 
plant, and if stretched out would 
measure 1545 ft long. Cylinder head 
machining is carried on with similar 
machinery, a rough casting entering 
the line and emerging a finished head 
ready for assembly. 

Going beyond the push-button stage 
of automaticity, these two lines are 
directed by 40 interrelated electric 
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nerve-centers which control the con- 
veyors as well as the machine tools. 


Shell molded nodular iron crank- 
shafts and camshafts are used in the 
engines as well as shell molded valves. 

In pilot plant operation for some 
time, Ford’s Cleveland foundry, con- 
taining 1.2 million square feet of 
floor space and featuring numerous 
innovations in foundry equipment and 
operating procedures, was scheduled 
to start pouring iron in April. First 
molding line was to be for six-cylinder 
engine blocks, with molding lines for 
cylinder heads and component parts 
expected to be ready for production 
in May. However, peak production 
is not looked for until this fall. 


New York . . . Philadelphia 





AIRCRAFT Engine Division, Ford 
Motor Co., Chicago, met its initial 
production schedule on Mar. 21 when 
it shipped the first engine to Cars- 
well Air Force Base in Texas. This 
marked completion of 18-months’ pre- 
paration to build Pratt & Whitney 
Wasp Major engines, and it was con- 
sidered a notable achievement, con- 
sidering that machinery shortages 
had harrassed the tooling up program 
almost from the start. 

There is little question but that 
other conditions of the contract will 
be fulfilled. It will be recalled that 
Air Materiel Command recently sliced 
down the original contract for re- 
ciprocating engines and awarded Ford 
a $30 million order for Pratt & Whit- 
ney J-57 jet engines. By start of 1953, 
production is expected to be jets ex- 
clusively. 

The huge plant, 
magnesium foundry, is being retooled 
for the jet job. In addition to pro- 
ducing magnesium castings for the 
plant’s own needs, the foundry is 


including the 











Detroit Chicago 





making aircraft castings for several 
outside companies, including Wright 
Aeronautical, Studebaker, Packard, 
Nash-Kelvinator and Buick. 

Safety is being stressed heavily in 
the foundry, and workers are so tho- 
roughly imbued with the program that 
they are coming forward with many 
useful suggestions. One employee, a 
shakeout operator, devised a leather 
forearm protector which keeps his 
arm free from sparks, and the idea 
has been adopted by many other 
foundrymen. Another worker came up 
with a small gadget that makes the 
handling of castings much easier. The 
device steadies the casting so that it 
does not tip when being moved by a 
chain hoist. 

The majority of men and women in 
the foundry are wearing safety shoes 
as result of the safety program. Last 
fall a Foundry Plant safety shoe store 
was opened and it has enjoyed good 
business. New purchasers of shoes be- 
come members of the Toe Savers 
Club. Store operates under the slogan 
“With everything to gain and toes to 
lose, it’s wise to wear your safety 
shoes.” Opening of the store was 


marked with a demonstration of 
driving a 6000-pound jeep over the 
toes of safety shoes to demonstrate 
their protective ability. 





GRAY iron business shows further 
slight improvement, ascribed in part 
to a shrinkage in consumer inventor- 
ies. Foundries are averaging four to 
five days a week, and _ indications 
point to a still further gain in busi- 
ness over the remainder of this half, 
although hardly comparable with the 
volume of a year ago. 

Contributing to the outlook for 4 
further gain are easing of government 

(Concluded on page 204) 
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ot ANY KIND? 






If you convey anything that’s 
hot, sharp, powdered, oily, 
abrasive, sticky, wet, stringy 
or granulated, investigate 
this new conyeyor. 


Self-cleaning Natural-Frequency Conveyors have 
taken on some of the toughest, roughest, hard-to- 
handle products in America — are now conveying 
them smoothly, quickly and efficiently, with an 
absolute minimum of wear, tear, maintenance and 
down-time! 


These spectacular new conveyors work on a unique 
vibrating principle which substitutes the natural 
resonance action of rugged coil springs, for brute 
force. Where up to 90% of the power output of 
a “brute-force” conveyor may be required to 
operate its moving parts —and only about 10% 
to convey its load — substantially no more power 
is required to operate the Natural-Frequency Con- 
veyor, empty, than to run the motor alone! 


Bulletin 105 will bring you all the facts about 
Carrier Natural-Frequency Conveyors, inciuding 
vertical vibrating spiral elevators. Mail the coupon 
today! Carrier Conveyor Corporation (formerly 
iV hitley-Carrier Co.), Frankfort Avenue at Clifton, 
Louisville 6, Kentucky. 
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Check These Advantages! 


@ LESS POWER REQUIRED 
(1000 foot-tons per hour per H.P.) 


@ LESS MAINTENANCE & DOWN-TIME 
(Less power + good design = good service) 
@ GREATER CAPACITY 
(From a dribble up to 200 tons per hour) 
@ HIGH CONVEYING SPEED 
(Up to 100 feet per minute, on flat hauls) 
@ NO DAMPENING UNDER LOAD 
(Designed with extra power for specified load, 
with positive stroke) 
@ SELF CLEANING 
(Continuous smooth trough —no pockets) 
e SCREENS, DEWATERS, SEPARATES, 
BLENDS, DRIES, COOLS 
(Combines processing with conveying) 
Ps WIDTHS FROM 6’ TO 48”; 
LENGTHS FROM 5’ ON UP 
(With pans 16 gauge to 1/4.” plate or heavier, 
open or enclosed) 
e BALANCED, VIBRATION-FREE 
UNITS AVAILABLE 


(For use on ceilings or light floor construction) 


CARRIER 


AMATYURAL-FREQUENCY- 


CONVEYORS 


Carrier Conveyor Corporation ne , 
Frankfort Avenue at Clifton, Louisville 6, Kentucky 


Gentlemen: 


Without obligation, please send me Carrier Natural-Frequency 
Conveyor Bulletin No. 105. 
Firm . : a ee 
Street 
City einai State 
Att. Mr Dept 
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(Concluded from page 202) 


limitations on consumer hard goods 
production and the likelihood of 
heavier demands for pipe including 
both pressure and soil pipe, as th 
more active building season gets un- 
der swing. 

At present most shops are current 
on deliveries, orders having not taken 
a sufficient spurt to create any ap- 
preciable backlogs. Direct defenss 
work remains light, probably aver- 
aging no more than 5 or 7 per cent 
Including defense-support work, how- 
ever, the percentage is somewhat 
higher, particularly if machine tool 
requirements are taken into consider- 
ation. 

Steel foundries continue highly ac- 
tive, operating at least five days a 
week and in some cases six days. 
Backlogs run around 16 to 18 weeks. 
Requirements for defense and for the 
tooling for defense contribute heavily 
to present business. 


To meet increasing requirements 
for cast armer plate for tanks, the 
Army is having plans prepared for a 
$25,000,000 project at Birdsboro, Pa. 
This plant will be operated by the 
Birdsboro Foundry & Machine Co. 
Valley Forge Associates, this city, 
comprising four large engineering 
and contracting firms, are in on the 
development of plans and contracts. 
Construction is expected to be well 
under way by the latter part of this 
year. Approximately 5000 to 6000 tons 
of structural steel will be required, 
incidentally. 

Malleable casting production is 
maintaining a steady pace, with most 
shops operating five days a week. 
Sustaining output at this time is an 
improvement in agricultural equip- 
ment requirements and in pipe fitting 
needs, the latter reflecting a better- 
ment in building construction and re- 
pairs. 

The large nonferrous shops are 


Huge Machines Produce Motor Block Molds 


HAT are said to be the world’s 

largest jolt-squeeze-strip mold- 
ing machines have been placed in 
operation at the Sorbo-Cast Corp. 
foundry, New Brunswick, N. J. This 
model machine was developed by SPO 
Inc., Cleveland, for maximum speed 
and efficiency in producing massive 
copes and drags. It features push- 
button actuation of all operations and 
solenoid valve control of each step 
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in the production cycle. At Sorbo- 
Cast it has been found that a pair of 
these machines have doubled produc- 
tion of truck motor block casting 
molds. Operating on standard air line 
pressure, each machine has a squeeze 
capacity of 80,000 lb and jolt ca- 
pacity of 4000 lb. It stands 166 in. 
high overall, with 50 in. recessed be- 
low floor level. Flask space ranges 
from 32 x 38 to 50 x 54 in. 


relatively busy. They usually have the 
control equipment needed to handle 
the special specifications of much of 
the defense and defense support re- 
quirements, the bulk of their pro- 
duction. One large bronze shop esti- 
mates that 25 per cent if its produc- 
tion is going into direct defense 
and another 50 per cent into stee) 
mill and public utility equipment, all 
of which latter is regarded as essen- 
tial to the defense effort. 

The proportion of emergency work 
of the aluminum foundries is even 
heavier. Certainly that is true with 
regard to direct defense needs, those 
of the aircraft industry in particular 
However, there has been some level- 
ing off. The small nonferrous shops 
relying largely on civilian business 
still find the going pretty rough, al- 
though a little better. 

Pig iron and scrap are in improved 
supply; as also are brass and bronze 
ingots. Common labor supply is ade- 
quate, but skilled labor remains 


scarce 


_ ame 

GRAY iron foundry casting produc 
tion shows some gain. Foundries 
however, have not been able to build 
up much backlog, and operations ar‘ 
still confined principally to around 
four days a week. Major exceptions 
are foundries producing machine too! 
castings. At such plants output aver 
ages five days a week, with backlogs 
increasing. Direct defense work r¢ 
mains light. 

Steel foundries are operating at 
normal capacity. Defense and de- 
fense-support work accounts for much 
of their activity. Backlogs extend at 
least a few months. Malleable plants 
are not as active as steel foundries 
but are busier than gray iron shops 
Most malleable shops are on a five- 
day week, but are accumulating lit- 
tle in the way of backlogs. Overflow 
from the steel foundries is helping 
malleable where substitutions can b: 
made. 

Since around the middle of March 
there has been a stepping up in non 
ferrous castings demand for civilia! 
needs. This has relieved the situation 
in a number of the small shops which 
have been finding it difficult to par- 
ticipate extensively in defense work 
due to the more rigid specifications 





involved. 

Pig iron, scrap, coke and brass an 
bronze ingots are in adequate su] 
ply. Cast scrap and coke actually a1 
in ample supply. 
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LETS KICK IT AROUND 


By TOM BARLOW 


“Hi. What’s new?” 


Well, for one thing, it’s convention time again. Good 
old Atlantic City—land of sea food, hot dogs and 
bathing beauties. Don’t get your hopes up, son 
they aren’t there in May. (The bathing beauties, I 
mean). 


Seems like every Foundry Show catches me a little 
short. We know a year in advance that there will 
be a show. But when the dead-line shows up, we 
aren’t quite ready. I guess that’s because we like 
to have something real new to show you or talk 
about. The new things always seem to mature about 
thirty minutes before the train leaves. Oh well, 
they tell me it’s better than working for a living. 


Besides the “brand new” we will also feature the 
BONDACTOR MACHINE again because it’s still new 
to some people. At the last Foundry Show, the 
BONDACTOR was really a surprise. Few foundry- 
men had even heard of one, let alone seen one. To- 
day the BONDACTOR is standard equipment in a 








BOXDACTOR 








Surprising number of foundry centers. In fact, thanks 
to steady improvements in Cupoline (the original 
and by far the most widely used gun refractory) we 
can now boast that over 50% of all the grey iron 
castings produced in this country come from cupolas 
patched with the BONDACTOR process. 


May 1952 


Quite a record, don’t you think? Do you blame 
us for being a little proud of “another E. C. P. first’’? 
“First in quality, first in service. First in the devel- 
opment of new foundry practices”. Quite a motto. 
After all, what was good enough for Washington 
(George) is good enough for us. 


A favorite greeting between foundrymen is “Hi. 
What’s new?” Of course, there are other greet- 
ings such as, “Hey, you’, and “Have a beer’, but 
“What’s new?” is particularly good at a conven- 
tion. In fact, I offer it to the AFS, at absolutely no 
charge, as a convention slogan. (I’m full of slogans 
today.) In our case, ‘‘What’s new?” would refer to 
TRIPLACT. This new material is rapidly finding its 
place in the sun as a core and molding sand addi- 
tion. (Also, rumored to be good on breakfast food 
and to increase the head on a glass of beer.) For 
the moment we can safely claim to stop veins and 
fins in cores as well as to improve the surface ap- 
pearance. We actually have a number of customers 
using TRIPLACT in cores to eliminate the need for 
dips, washes or sprays. No kidding, you should see 
some of these cores. Smooth as a cold drink on a 
hot day. 

In molding sand and facing, TRIPLACT reduces 
buckles, scabs and rat-tails. It improves the finish 
and speeds up cleaning. It provides higher flow- 
ability and eliminates lumpy sand and lumpy shake- 
out. It is wonderful on light castings but at the 
same time makes the most beautiful heavy flat-backs 
you ever saw. The really nice thing about TRIPLACT 
is that the sand is easy to control. Just add clay, 
water and TRIPLACT. No sea-coal, no anti-bonds, 
no stabilizers, no medicine. It’s really the nuts. 


Many people have asked where we got such a pecu- 
liar name for the stuff. Well, originally we knew 
TRIPLACT would do three things well. It improved 
finish, reduced scabbing and softened the shake-out. 
So it had a TRIPLE action—then TRIPL-ACT and 
finally TRIPLACT. We now can prove that this 
“wonder drug” has six actions but it’s too late to 
change the trade mark. Besides, who would buy 
Sexact? Hmmm? 

Oh yes, we will also be ready to tell you more 
about KORFLO and MOLD SPRAY. We'll even tell 
you something new about DURA. In fact, given a 
chance we could talk your arm off. 


The chairs in Booth 1215, Convention Hall, At- 
lantic City are very comfortable, so make yourself 
at home. Take your shoes off and prop up your 
feet. Light your pipe and relax. Then just say, 
“Hi. What's new?” 


I dare you. 





EASTERN CLAY PRODUCTS 


Department 
International Minerals & Chemical Corporation 
20 NORTH WACKER DRIVE CHICAGO 6, ILL. 
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Foundry 


DEVELOPMENTS 


EEPING pace with accelerated 
kK production at Fairchild Air- 

craft Division, Hagerstown, Md. 
a newly designed x-ray unit is speed- 
ing examination of approximately 
2000 castings used in each Air Force 
C-119 Flying Boxcar. The equipment 
was designed by General Electric Co. 
and Fairchild inspection engineers 
who combined a semi-automatic ra- 
diographic machine with an automa- 
tic film developer. It features a lead. 
lined x-ray cabinet with automatic 





New x-ray inspection unit combines 


a semi-automatic radiographic ma- 
chine and automatic film developer 


closing doors into which trays full 
of castings are fed manually. 

In addition, a Pako Filmachine de- 
velops one film every 60 seconds with 
all steps in developing, washing and 
drying operating automatically on 
pre-set schedules. Installation of the 
new equipment has eliminated a sec- 
ond-shift inspection operation, in- 
creased tube time by about 50 per 
cent per 8-hr shift, and reduced in- 
work time from receiving to stores 
by 20 per cent. Anticipating that 
future changes in Air Force speci- 
fications will call for more radio- 
graphic inspection, Fairchild will pro- 
pose a system of mapping individual 
castings, outlining critical areas to 
guide foundries in placing of gates, 
risers, etc. Fairchild engineers are 
also experimenting with possible use 
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By EDWIN BREMER 


of high intensity fluoroscope with 
sensitivity approaching that of x-ray. 


* * * 


AGITATION for stricter enforce- 
ment of weight limitation regulations 
on highway trucks and more severe 
penalties for violations of such regu- 
lations is expected to lead to increas- 
ing use of magnesium alloy castings 
in truck construction. Present appli- 
cations in some degree include wheels, 
wheel hubs, brake shoes and spiders, 
and spare tire holders. Other possi- 
bilities, mainly die castings, include 
oil pumps, clutch and transmission 
housings, parts for steering column 
assemblies, transmission parts such 
as valve plates, valve bodies, shifter 
guides, clutch pistons, and covers. 


* * * 


SYNTHETIC rubber compound is 
being used successfully to establish 
a previously unattainable bond be- 
tween aluminum and nickel plate. 
The process for nickel-coating alum- 
inum alloy propeller blades was devel- 
oped jointly by Hamilton Standard 
Division, United Aircraft Corp., and 
Bart Laboratories Inc., Belleville, N. J. 
Bond material is sprayed on the 
aluminum, is dried and then the 
nickel applied by conventional means 
to the required thickness. Finished 
pieces have a hardness of 400 to 
450 Vickers, and are_ stress-free. 
Semi-bright surface after plating can 
be polished to a high luster. 


* * * 


PROCEDURE to eliminate use of 
intricate cores in producing cylinder 
heads, blocks and crankcases in alum- 
inum alloys is described in a paper 
by J. H. Dunn and E. P. White which 
was presented at a recent meeting 
of the Society of Automotive Engi- 
neers. The cylinder head is divided 
into four horizontal slices which are 
made in permanent molds, and later 
brazed together to form the complete 
head. With cylinder blocks, the divi- 
sion is made approximately on the 
centerlines of the cylinder bores. 
Such cylinder blocks would be ‘wet 





sleeve’ construction, but for ‘dry 
sleeve’ assembly an aluminum tube 
is brazed in for application of the 
cast iron liner, or a cast iron liner 
is brazed in directly when the sec- 
tions are brazed together. 


* oo * 


NEW ALUMINUM casting alloy 
which stands up well in equipment 
for high temperature service such as 
pistons for reciprocating aircraft en- 
gines, has been developed by Naval 
Research Laboratory. Containing cer- 
ium (mischmetal), the alloy is the 
result of a search of the many types 
of aluminum alloys to find one that 
stands up at temperatures of 700 to 
800°F. It can be cast by standard 
foundry practice, and details are given 
in a report PB 105749 available from 
Office of Technical Services, Depart- 
ment of Commerce, Washington 25, 
for 75 cents. 


* * * 


MICA INDUSTRY in the United 
States may be freed from dependence 
on foreign sources by a development 
of the Chemical Division, General 
Electric Co., which permits utiliza- 
tion of domestic mica for a variety 
of electric insulating applications 
Key is a special process by which 
minute mica flakes are treated so 
that a force is generated which holds 
the tiny particles together to form 
a continuous sheet 0.002 to 0.006-in. 
thick. Material may be impregnated 
with resins and bonded to paper, glass 
or cloth for greater strength and im- 
proved electrical properties. 


* * * 


HYDROGEN gas evolved during 
and after firing has been recognized 
as a cause of defects in porcelain 
enameled and ceramic coated steel. 
Recent National Bureau of Standards 
investigation using heavy hydrogen 
(deuterium) as a tracer now indi- 
cates that the water present in the 
frit used in the coating is largely 
responsible for the hydrogen-produced 
defects. Confirming experiments de- 
monstrate the feasibility of producing 
a coating free from defects by using 
water-free frit. 


* * ok 


PRODUCTION of aluminum alloy 
torque converter parts for the ‘‘Ultra- 
matic” drive used by Packard neces- 
sitates close tolerances in molding. 
Made by the plaster molding process, 
the vanes and ports are formed by 
some 30 plaster cores, and since slight 
dimensional errors in individual cores 
could become cumulative, a technique 
was developed to limit the tolerances 
to plus or minus 0.005-in. on each. 






FOUNDRY 

















P 








Ma ¥ 








iry 
ibe 
the 


ec- 


loy 
ant 


pn- 
val 
e r- 


eS 
iat 

to 
ird 
ren 
7m 
rt- 


ed 


in 





ily 
(4, American Industry , 


“Make ’em by the million” is a purely Ameri- 
can expression, which in itself suggests huge 
economies and efficiencies. 


Mass foundry production includes ingenious 
methods, improved molding equipment, 
skills developed through repetitive opera- 
tions. All these are contributing factors in 
the cost-cutting mass production idea. 
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Berane Cone 


LOGAN CO., 580 CABEL 





“Originated the mass 
production idea, and 
constantly improves it’ 


2 
; 


And handling equipment, like Logan Con- 
veyors, is recognized as indispensable to mass 
foundry operations. Through every foundry 
and machining phase, Logan equipment 
speeds output, takes the strain off human 
shoulders, aids these American mass produc- 
tion processes. 


Write today for literature, or for engineer 
to call. 





ST... LOUISVILLE 6, KY. 





At Monsanto's booth 


see shell molds made on 
new, fast, automatic machine 


One of the most profitable advantages of the 
Shell Molding Process is its adaptability to 
mechanization. 

For example — fast new automatic machines 
that produce up to 40 shell molds per hour from 
one pattern are already in use, speeding pro- 
duction ... cutting costs. 

While you're at the foundry show, May 1-7, 
you'll want to see the latest developments in 
Shell Molding techniques and equipment — so 
be sure to visit the Monsanto exhibit, where you 
will see an actual demonstration of one of the 
newest of these mold-making machines. 


Also—for full information on Monsanto Resinox 
resins for shell molding and core binding, and 
for information on how Monsanto will help you 
test the Shell Molding Process in your own plant, 
just mail the handy coupon below. tiesinos: tex. 0.8 Pat. ort 


c oT e a & = e © s e oe o » @ a 3 * a 


® MONSANTO CHEMICAL COMPANY, Plastics Division, ° 
Room , Springfield 2, Mass. 

* I would like to test the Shell Molding Process, please send me ® 
information on how Monsanto will help. Please send me informa- 

@ tion on Resinox resins for shell molding and core binding. $ 

‘ Name & Title “ 

e Company a ¢ 

@ Address _ e 

e City, Zone, State ; e 
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MONSANTO 


CHEMICALS ~- PLASTICS 
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SERVING INDUSTRY . . . WHICH SERVES MANKIND 
FOUNDRY 
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By W. M. GRIMES 
Vice President 
Gartland Foundry Co 
Terre Haute, Ind. 


Faster Hot Metal Handling 


INCREASES FOUNDRY CAPACITY 


HE Gartland Foundry Co., 

Terre Haute, Ind., is classed as 

a semiproduction gray iron 
foundry, producing light to medium 
castings from a fraction of a pound 
to 50 lb. A leading Midwest producer 
since the turn of the century, the 
company manufactures castings for 
electric motors, farm implements and 
other products for markets as far 
west and north as St. Louis and Chi- 
cago. 

Until recently the plant was turn- 
ing out 12,000 lb of castings a day, 
using an 84-in. cupola which has an 
estimated capacity well in excess of 
hot metal needs. Production averaged 
1400 molds a day. 

Absence of mechanical equipment 
for handling molten metal meant that 
the molders, after 614% hours of 
squeezer molding, used 60-lb hand 
ladles to pour their own floors. In 
some instances, the metal had to be 
carried as far as 160 feet from the ~ = 
cupola. 

Due to the rigors of hand pouring, 
the men knocked off molding to rest 
15 to 20 minutes before the cupola 
was tapped; they needed the breather 
before starting to pour. Another prob- 
lem arising from the plant’s methods 
was a high employee turnover and 
excessive absenteeism. 





Fig. 1—Tramrail switch layout permits ladles to approach each side 
of tilting cupola spout simultaneously without delay or congestion 


Balance Sheet Affected 


From the balance sheet standpoint, 
income suffered from production lost 
When the molders were required to 
pour, and again when they took the 
rest period before each heat. The bal- 
ance sheet also was affected by a 
high scrap loss caused by the metal 
cooling between cupola and floor, and 
also by the poor competitive position 
these methods created for the com- 
pany when bidding for business. 

The best production possible with 
the old method of operation was an 
average of 12,000 lb of castings 
poured by the molders in 114 hours. 
According to the plant’s overall pro- 
luction records, man-hours per ton 
f output were excessive. 

In establishing a long-range im- 
provement program, the company 
Sought to make the initial step one 





that would give the greatest produc- Fig. 2—Bull ladle side-tracked Fig. 3—Transferring hot metal 
tion return for the capital investment on “siding” gives right-of-way from distributing line bull ladle 
made. After careful study, the larg- to loaded ladle leaving cupola to pouring ladle on bridge crane 
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Fig. 4—A 
pouring ladle rolls on crane bridge 








trolley-mounted covered 


to be in 
handling 


est potential was found 
improving the hot metal 
methods. 

The Forker Corp., Cleveland, was 
asked to develop an overhead tram- 
rail layout for distribution and pour- 
ing that would get the metal to the 
floors without confusion or delay. 
The system developed for Gartland 
had to be designed from the ground 
up, including structural supports for 
the tramrail and crane systems, as 
the building itself was not designed 
to take the added weight and stresses. 

The cupola is located about midway 
along the south wall of the 200-ft- 
long foundry room, Construction of 
the building divides the room's 125-ft 
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Fig. 6—West end of plant from central tramrail feeder line, with metal 
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Fig. 5—Layout of hot metal handling system at Gartland Foundry Co. 
A—Bridge cranes, B—Tramrail feeder lines, C—Feeder line siding 


width into three sections of two 32-ft- 
wide side bays and a 61-ft-wide cen- 
ter bay. Two types of handling were 
developed to meet the company’s 
needs. 

The first is a hot metal distribu- 
tion system to carry the iron from 
the cupola to the pouring floors. The 
second is a tramrail bridge crane 
layout of four runways to give full 
coverage of the main floors and to 
carry the pouring ladles to pour off 
the floors. 

Key to the layout is the elimina- 
tion of congestion and delay at the 
spout when the cupola is tapped. 
This is accomplished by a tilting 
spout combined with a tramrail 
switch (Fig. 1). While one bull ladle 
is being filled, the switch permits 
an empty ladle from any of the three 
incoming tracks to be quickly spotted 
under the opposite end of the tilting 
spout. When the first ladle is filled, 
the tilting spout is tipped to permit the 
iron to run into the second ladle while 
the first ladle moves away on the 
distribution track to the pouring floor. 
An empty third ladle then moves into 


the original position and the process 
continues until the iron is run out. 

The main tramrail distribution sys- 
tem forms an H-shaped layout. Five 
600-lb capacity bull ladles are used 
in the system and are operated dur- 
ing the heat by help from the cupola 
charging crew and cleaning room. 
This frees the molders for full pour- 
ing time. AS may be seen in Fig. 5, 
the center tramrail feeder line ex- 
tends out from the cupola to the dis- 
tribution lines paralleling the north 
side of the plant. A Y-switch en- 
ables the bull ladles to be moved to 
either the east or west distribution 
line from the centrally located feeder 
line. 

Assisting in eliminating congestion 
of bull ladles at the cupola is the 
24-ft tramrail ‘“‘siding,’’ installed on 
the feeder line and employing two 
45-degree switches. This enables emp- 
ty ladles approaching the cupola to 
be side-tracked while the loaded ladles 
leaving the spout are given the right- 
of-way to the floors. 

The foundry at present is divided 

(Concluded on page 214) 
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SOFFEL'S 


New THERMOTOMIC-X 


(Patented) 
exothermic metal feeding compound 


Y CUTS CASTING COSTS 
Y MAKES BETTER CASTINGS 


FOR STEEL, STAINLESS STEEL, GRAY OR NODULAR IRONS, COPPER, BRASS, BRONZE AND ALUMINUM 





Thermotomic Compound is an exothermic material which 
is molded and baked into any desired shape just as sand 
cores are made. It produces a temperature of 3500° F. 
lt is used as ring inserts under the risers or feeding heads, 
or as facing inserts where it is desirable to maintain the 
fluidity of the metal in the mold at those points where 
rapid cooling may cause piping, shrinkage or segregation. 


Riser feeding necks are 
reduced to one or two 
inch diameters. 


Heads are knocked off 


without cutting or burning. 


Eliminates shrinkage and 
piping in castings. 


Great savings are realized through reduced riser dimen- 
sions and cleaning costs. For use in green sand molds, 
use Thermotomic WP (waterproofed). Soffel’s Carbon- 
Free Liquidizer No. 5 is recommended for use with Thermo- 
tomic feeding compounds on top of the feeding heads. 
Thermotomic ABC and AL-X31 Liquidizer are recom- 
mended for aluminum. 


EXOTHERMIC CARBON FREE LIQUIDIZER 


SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER is the 
leader in major foundries for use on ferrous and noa-fer- 
rous metals, and in ingot production. It is the first and 
the original scientific non-carbon exothermic compound 
for feeding heads and risers. 

SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER is 
different from ordinary head compounds in two ways: It 
is CARBON FREE, thereby eliminating carbon pick-up. 
lt is EXOTHERMIC. Carbonaceous materials, regardless 
of their composition, will cause carbon pick-up, segrega- 
tion, non-uniform grain structure and hard spots under 
risers and in castings. Carbonaceous materials contribute 
no added heat value or increased temperatures to the 


THERMOTOMIC HOTOP 
SOFFEL’S THERMOTOMIC HOTOP CARBON FREE LIQUID. 
IZER is for castings of iron and steel. A new exothermic 
compound which produces over 4000” F. of heat. It is 
used for dissolving and reducing skulls in ladles of iron 
and steel, also on the feeding heads and risers of castings 
and for ingot hot-topping. 
SOFFEL’S THERMOTOMIC HOTOP will permit reducing 
feeding heads from 60 to 70% or the height as low as 
one-third the size of the diameter. 


feeding metal and only act as an insulating cover. 
SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER reacts 
within itself exothermically, producing a temperature 
above 3200’ F. actually increasing the temperature of the 
feeding metal to a point well above that of the metal in 
the main body of the casting, thus ensuring that the feed- 
ing metal will be the last to freeze. Shrink cavities in 
the casting caused by premature freezing of the feeding 
metal are eliminated. After the exothermic action has 
ceased, the LIQUIDIZER forms an insulating blanket on 
the metal. This confines the heat generated by the 
LIQUIDIZER and aids in maintaining the desired high 
temperature of the feeding metal in the heads. 


CARBON FREE LIQUIDIZER 


For ladle use when SOFFEL’S THERMOTOMIC HOTOP is 
applied to cold, sluggish metal of iron or steel on the sur- 
face of the metal, the exothermic action of THERMOTOMIC 
HOTOP increases the temperature several hundred de- 
grees and adds fluidity. It will save much metal which 
would have been discarded as scrap. THERMOTOMIC 
HOTOP is guaranteed not to change the chemical analysis 
of iron or steel, as it is carbon free and is recommended 
only for ferrous use. 





Beware of Imitations: We are the originators of Exothermic Carbon Free Liquidizers 
and Patented Thermotomic Compounds. 


PITTSBURGH METALS PURIFYING COMPANY 


Manufacturers of Quality Fluxes and Purifiers for All Metals and Alloys 


1352 MARVISTA ST., N.S. PITTSBURGH 12, PA. 
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help make this foundry 
a good place to work... 


becaiudbe 


‘Since the installation of a pair of 1500 lb. Jarr Rollover Herman Molding Machines, 
we at Farrell-Cheek have established new production records, far in excess of any previous 
achievement. 

These Herman Machines not only enabled us to increase production, but they pro- 
duce more accurate and uniform molds, which in turn result in top quality castings. This 
is further reflected by lower cleaning costs and better delivery. 

The simplicity of operation has made them popular with our molding machine 
operators, also with our maintenance department, who report the operating cost has 
been very low. 

Our experience has been so highly satisfactory, that we now have additional Her- 
mans on order, as we realize what we have missed in the past by not having the benefit of 


their efficient performance.’’ 


F. A. KINGSEED, FARRELL-CHEEK STEEL COMPANY 








The comments above, made by Mr. F. A. Kingseed, Foundry Super- 
intendent of Farrell-Cheek Steel Company, Sandusky, Ohio, were prompted 
by experience . . . the experience of using Herman Molding Machines. 

At Farrell-Cheek Steel Company, as in countless foundries in the United 
States and abroad, Herman Molding Machines have made their way by the 


way they’re made. 


MOLDING 
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Fig. 4—A_ trolley-mounted covered 
pouring ladle rolls on crane bridge 








est potential was found to be in 
improving the hot metal handling 
methods. 

The Forker Corp., Cleveland, was 
asked to develop an overhead tram- 
rail layout for distribution and pour- 
ing that would get the metal to the 
floors without confusion or delay. 
The system developed for Gartland 
had to be designed from the ground 
up, including structural supports for 
the tramrail and crane systems, as 
the building itself was not designed 
to take the added weight and stresses. 

The cupola is located about midway 
along the south wall of the 200-ft- 
long foundry room. Construction of 
the building divides the room’s 125-ft 
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Fig. 5—Layout of hot metal handling system at Gartland Foundry Co. 
A—Bridge cranes, B—Tramrail feeder lines, C—Feeder line siding 


width into three sections of two 32-ft- 
wide side bays and a 61-ft-wide cen- 
ter bay. Two types of handling were 
developed to meet the company’s 
needs. 

The first is a hot metal distribu- 
tion system to carry the iron from 
the cupola to the pouring floors. The 
second is a tramrail bridge crane 
layout of four runways to give full 
coverage of the main floors and to 
carry the pouring ladles to pour off 
the floors. 

Key to the layout is the elimina- 
tion of congestion and delay at the 
spout when the cupola is tapped. 
This is accomplished by a tilting 
spout combined with a_ tramrail 
switch (Fig. 1). While one bull ladle 
is being filled, the switch permits 
an empty ladle from any of the three 
incoming tracks to be quickly spotted 
under the opposite end of the tilting 
spout. When the first ladle is filled, 
the tilting spout is tipped to permit the 
iron to run into the second ladle while 
the first ladle moves away on the 
distribution track to the pouring floor. 
An empty third ladle then moves into 


the original position and the process 
continues until the iron is run out. 

The main tramrail distribution sys- 
tem forms an H-shaped layout. Five 
600-lb capacity bull ladles are used 
in the system and are operated dur- 
ing the heat by help from the cupola 
charging crew and cleaning room. 
This frees the molders for full pour- 
ing time. As may be seen in Fig. 5, 
the center tramrail feeder line ex- 
tends out from the cupola to the dis- 
tribution lines paralleling the north 
side of the plant. A Y-switch en- 
ables the bull ladles to be moved to 
either the east or west distribution 
line fyom the centrally located feeder 
line. 

Assisting in eliminating congestion 
of bull ladles at the cupola is the 
24-ft tramrail ‘‘siding,’’ installed on 
the feeder line and employing two 
45-degree switches. This enables emp- 
ty ladles approaching the cupola to 
be side-tracked while the loaded ladles 
leaving the spout are given the right- 
of-way to the floors. 

The foundry at present is divided 

(Concluded on page 214) 





Fig. 6—West end of plant from central tramrail feeder line, with metal being transferred 
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(Concluded from page 210) 
into 20 floors of which 10 are located 
in the 61 x 200-ft center section. The 
other ten floors are located at each 
side of the plant in 32-ft-wide bays 
which extend the 200-ft length of 
the room. 

Four crane runways cover the cen- 
ter section, in effect creating four 
main pouring areas. Two 100-ft run- 
ways with 24-ft spans extend parallel 
along the west end of the plant. At 
the opposite end of the foundry two 
similar crane runways 60 ft long are 
used. The two runways at the west 


end of the plant each carry two under- 
slung tramrail bridge cranes equipped 
with trolley-mounted pouring ladles. 
The two cranes each serve three 
floors so that of the six main floors 
at the west end of the plant, four 
may be poured simultaneously. Each 
of the two runways at the east end 
is equipped with one tramrail bridge 
crane. Each crane is equipped with 
a trolley-mounted pouring ladle and 
is sufficient to serve the two floors 
located under each crane. 

Hot iron is moved from the cupola 
over the tramrail distribution system 





SAVES LABOR — CUTS REJECTS 


LOWER COSTS 


THE MODERN MOISTUREPROOF CORE 


GREEN OR ORY SANO CORES & MOLDS 


MATCHPLATES —— CHILLS 


BETTER CASTINGS — MORE CUSTOMERS 


AND MOLD SURFACE CONDITIONER FOR 


NSERTS AND SPRUES 


PARASPRAY is a scientifically prepared, ready-to-use, fast-drying, 
liquid chemical formulation designed for easy and quick applica- 
tion to molds, cores, chills and inserts by spraygun, dipping or 


brush. 


Advantages of Parasprey 


@ Makes smoother castings and 


cleaning labor. 


® Reduces blows, 
surface defects. 


kicks, 


® Stabilizes moisture content. 
@® No baking—no torching. 
@ Allows rougher handling. 


saves @® Cuts 


rat-tails and 


@ Permits storage without 


porosity and gas hole losses— 


denser castings. 


@ Produces hard, dry moisture-proof sur- 


faces with uniform strength. 


absorption or 
loss. 


@ Prevents surface oxidation. 





Why Paraspray Is Different 


@ PARASPRAY provides complete moisture 
control. A PARASPRAY film on surface of 
core or mold, PREVENTS MOISTURE ab- 
sorption or loss from molds in green 


® PARASPRAY, basically a waterproof ce- 
ment, quickly and tightly BINDS together 
loose grains of sand on the surface of 
cores and molds. 


® PARASPRAY fills a necessary requirement 
in MOLD ATMOSPHERE CONTROL. It com- 
pletely gasifies at about 400° F. leaving 
a thin film of amorphous carbon. The 
inert gas formed replaces AIR in mold 
cavity, providing A DE-OXIDIZED ATMOS- 
PHERE which prevents oxidation of sur- 
face of molten metal. 


sand work; especially where synthetic 
sands are used. 


PARASPRAY is the ideal carrier for 
graphite, silica, mica, zircon flour and 
other materials used as core and mold 
surfacing agents to produce smoother 
castings. 


WRITE DEPT. F3 FOR LITERATURE 
Also ask about PARACOAT for patterns and coreboxes and 


BONISPRAY, 


the permanent 


mold and die dressing. 


Pare Products Haue A Place in Eucry Goundry 


4914 Bethesda Ave., 


Bethesda, Maryland 


Phone: OLiver 1022 





to the pouring cranes. The distribu. 
tion tramrail line parallels the crane 
runways from which it is separate 
by 142 ft. By extending the bridge 
crane 12 in. beyond the runway, the 
pouring ladles and bull ladles may 
be lined up anywhere along the run. 
ways for a quick transfer of metal 
(Fig. 3). 


Ten floors are located along the 
32-ft-wide wall bays, six along the 
north wall and four along the cupola 
wall. These are located across the 
tramrail distribution line from the 
crane runways and are beyond the 
direct service of the bridge cranes, 
However, production of these floors 
also has been improved, since the 
four tramrail distribution lines also 
serve them. The molders use 60-lb 
hand ladles for pouring but obtai 
their hot iron from the bull ladles 
moved adjacent to their floors. Un 
der the existing arrangement, the 
molders do not leave their floors once 
a heat has started. Pouring is unin- 
terrupted except for the time required 
to fill the covered pouring ladles from 
the bull ladles on the distribution line 
at the end of the crane bridge. 


Shows Marked Improvement 


Ohe of the advantages of this in 
stailation was the immediate increase) 
in production capacity. As a result of 
the greatly increased efficiency, the 
company found it possible to add si 
molders to its original crew, bring- 
ing the number of floors to 20. 


The improvement in the meta 
handling methods in conjunction wi 
the augmented work force within 30 
days after the installation resulted 
in a 33 per cent reduction in pouring 
time, a 91 per cent increase in ton 
nage handled and more than a 64 
per cent increase in number of mold 
produced. This meant that, instead 
of 14 men pouring 12,000 lb in 1% 
hours, 20 men were pouring 23,000 lb 
in 1 hour. It also eliminated the rest 


period the men formerly took before} 


the heat. 


As a result, the plant gains 15) 


direct labor hours per shift with the 
20 molders now used, or an extra 
11 to 12 molds-per man per shift. In 


addition, the metal now reaches the} 


floor at a higher pouring temperature 
which has reduced scrap loss. A pre- 
liminary study indicates that the in- 
creased capacity with the augmented 
work force can add over $100,000 to 
annual sales for the company with 
improved quality of castings and 4 
definite improvement already felt i 
personnel relations. Current produc 
tion records show that man-houls 
per ton of castings have already 
dropped 23 per cent. 
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ACKLIN Grinding Wheels will “Protect your Production” on all types 
of grinding jobs. Wheels of proper grain, grade and structure 
for swing frame grinders give fast and cool cutting action and long 
life. MACKLIN grinding wheels are economical and efficient for all 


foundry operations. 
See Macklin’s A-C-T-i-O-N exhibit - Booths 413 and 415 
at the Foundry Show - Atlantic City - May Ist to 7th 


poe” -N ‘e 4 L | Nd e @) M oN N Y wale 


1952 
Manufacturers of GRINDING WHEELS AND OTHER ABRASIVE PRODUCTS i 
JACKSON, MICHIGAN EEN? 


Sales Offices - Birmingham - Buffalo - Chicago - Cincinnati - Cleveland - Columbus - Detroit - Flint - Houston 
Indianapolis - Los Angeles - Milwaukee - Moline - New York - Philadelphia - Pittsburgh - St. Louis 
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Industry 


BRIEFS 


EWITT-ROBINS INC., New 
H York 17, has acquired Korb- 

Pettit Wire Fabrics & Iron 
Works, Philadelphia, maker of woven 
screen cloth and wire conveyor belts 
used in conjunction with Hewitt- 
Robins’ belt conveyors, vibrating ma- 
chinery and materials handling sys- 
tems. H. M. Ross, engineering man- 
ager of Robins Conveyors Division, is 
in charge of Korb-Pettit. John Belli 
is manager-sales operations and F. J. 
Valkommer is production superintend- 


ent. 
* Ss co 


American Chain & Cable Co., 
Bridgeport 2, Conn., has formed Acco 
Casting Division, which will be re- 
sponsible for sales of steel, gray iron 
and malleable castings. Inquiries and 
orders for malleable should be direct- 
ed to American Chain & Cable Co., 
York Malleable Foundry, York, Pa., 
and those for steel, gray iron and 
nickel resistant castings to Acco Cast- 
ing Division, American Chain & Cable 
Co., Reading, Pa. 


* * * 


Perfect Circle Corp., Hagerstown, 
Ind., has completed purchase of Cen- 
trifugal Foundry Co., Muskegon, 
Mich., which will be operated under 
its own name as a wholly owned sub- 
sidiary of the parent company. W. 
B. Prosser, Perfect Circle vice presi- 
dent and general manager, is presi- 
dent of the Muskegon organization, 
while its former president, A. G. An- 
derson, becomes vice president and 
general manager. 

* * * 


Koppers Co., Pittsburgh, which 
heretofore has produced piston rings 
for the automotive industry, will con- 
fine its piston ring operations to ex- 
panding production of aircraft and 
industrial rings only. These include 
aircraft, marine, commercial engine, 
railroad and oil field applications. 


* * * 


Green Fuel Economizer Co., Beacon, 
N. Y., has acquired U. S. patent 
rights for dust collectors made by 
Aerodyne Atlantic Corp., New York. 
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Collectors will be sold and distributed 
by the Aerodyne Division of Green 
Fuel. Engineering research and 
development will be carried on at 
Beacon. Co-operating companies 
Aerodyne Development Corp., Cleve- 
land, and dAerodyne Detroit Co., 
Detroit. 
* * * 

Worthington Corp., Harrison, N. J., 
is the new name of Worthington 
Pump & Machinery Corp. History 
of the company dates back to 1840 
when Henry R. Worthington invented 
and started manufacturing steam 
pumps. Since then the company’s 
activities have become widely diver- 
sified, making products for a number 
of industries. The name change does 
not affect corporation policies or 
practices. 

* * * 

Arcola Foundry & Mfg. Co., Arcola, 
Ill, has moved its plant and 
personnel to Salem, Ill. Plant pro- 
duces small, medium and heavy gray 
iron castings. W. A. Jackson is 
president-treasurer, H. C. Irle, vice 
president, Paul M. Diekemper, vice 
president-secretary, and R. D. Gans- 
mann, superintendent. 

* * * 


Hyster Co., 2902 N. E. Clackamas 
St., Portland 8, Oreg., has appointed 
Brungart-Jennings Inc., 1306 First 
Ave., Birmingham, to handle sales 
and service of its trucks and mobile 
cranes in Alabama and northwest 
Florida. Newton Brungart and George 
Jennings head the new dealership. 

* * * 


Fairchild Engine & Airplane Corp., 
Farmingdale, L. I., N. Y., has licensed 
Aluminum Co. of America, Pitts- 
burgh, and Bohn Aluminum & Brass 
Corp., Detroit, to use Fairchild’s 
process of molecularly bonding alumi- 
num to ferrous metals. 

* * * 


Name of Roots-Connersville Blow- 
er Corp., Connersville, Ind., has been 
changed to Roots-Connersville Blow- 
er, a Division of Dresser Industries 
Inc., Dallas, Tex. Roots-Connersville 





will continue to operate as a separa 
completely integrated organizatig, 
at the same address, with no chang 
in plant facilities or organization 
Robert H. Owens is division presiden 
and Ralph Newquist executive vig 


president. 
* * * 


Barber-Colman Co., Rockford, Ill, 
has acquired Wheelco Instruments Co, 
Chicago, maker of indicating, record. 
ing and controlling instruments ani 
combustion safeguards. Current 
operations will continue in Chicago 
until manufacturing facilities can be 
transferred to Rockford. No changes 
are contemplated in Wheelco’s na- 
tional sales and service organization. 

* * * 


Bumgardner & Co., Wheeling, W. 
Va., has acquired the plant of the 
former Wheeling Sanitary Mfg. Co. 
in suburban Elm Grove. Operations 
will be transferred to the Elm Grove 
site in the near future. J. W. Bum- 
gardner is company president; W. A. 
Bumgardner, is vice president-general 
manager; Clark Douglas, superinten- 
dent, and H. A. Bumgardner, sec- 
retary-treasurer. 

* * * 


Basic Refractories Inc., Cleveland, 
has acquired the physical assets of 
Sierra Magnesite Co. of Nevada, as 
well as a lease to mining claims ad- 
joining its own property at Gabbs, 
Nev. Substantial additional reserves 


of developed magnesite are now pro- | 
vided for use in production of granu- | 
lar magnesia refractories used in in-| 
dustry for basic linings and furnace | 


hearths. 


* * * 


Trojan Foundries, 3117 Oak Lani 
Dallas, Tex., has purchased Soutt 
west Pattern Works, 726 East Cla 
endon Ave., Dallas. Joe Cohen, fo! 
mer pattern works owner, is gene?! 
manager in charge of production 7 
both foundry and pattern operation 
Wayland Boles is Trojan presiden 

* * * 


Harnischfeger Corp., Milwaukee, has 
acquired a 4-acre tract at 1629 iiaget 
derbilt Rd., Birmingham, on which 


it plans construction of a warehouse § 


and office and future construction of 


a manufacturing plant. 
* * * 


Specialloy Inc., Chicago, manufa:- 
turer of alloy additions and product 
has moved into a newly construct: 
plant at 4025 South Keeler Ave. 


* A + 


—~ 2 


n 


Titanium Co. of America has bee” 


formed by Edward S. Christianse!. § 


president, ‘Christiansen Corp., Chicag 
(Concluded on pege 218) 
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ve qe output. The design features above reduce non-productive time, extra B34, B36, C36, RF24 
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J'cidental labor, and maintenance expense. Only the RF34 will pile the 
of (2nd at the wall without prior windrowing. _It will also place the sand in 
‘indrows of length desired. 


'H© ROUGHLY MIXED and six times aerated, Ringlifted sand is clean, STATES a 
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on in special facings, better: finish, less scrap, cleaner shakeout, less pattern 
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(Concluded from page 216) 
New firm will manufacture titanium 
wrought products and will be located 
in East Chicago, Ind., where another 
subsidiary company, Magnesium Co. 
of America, has headquarters. 
* * * 

Acme Aluminum Foundry Co., 6843 
S. Bell Ave., Chicago, recently com- 
pleted and occupied a one-story, 60 x 
60-foot addition to its plant. This 
houses increased facilities for heat 
treating, dichromating and finishing 
of aluminum and magnesium castings. 

* * * 

Peasley Products Inc., since 1946 
located at 151 Connecticut Ave., 
Bridgeport, recently moved into its 
own building at 993 Honeyspot Rd., 
Stratford, Conn. 


* * * 


Layton Park Pattern Works Inc., 
Milwaukee, has been incorporated by 


Steven Grundkowski, Herbert A. 
Kussrow, Herbert L. Mueller and 
Bruno Radish. 

* * * 


Industrial Foundry & Mfg. Co., 
Schoolcraft, Mich., suffered $200,000 
fire loss Mar. 14, when all buildings 
were leveled and all patterns de- 
stroyed. 


Four Steel Foundries Earn 
Perfect Safety Records 


Perfect safety records were achieved 
by four foundries during 1951 and 
exceptionally low accident frequency 
rating shown by twelve others, ac- 
cording to a report issued by Steel 
Founders’ Society of America, Cleve- 
land. 

Heading the list was Hughes Tool 
Co., Houston, Tex., which completed 
its fourth successive year of accident- 
free operation. The other three with 
clear 1951 records were: Eastern Mal- 
leable Iron Co., Wilmington, Del.; 
Quincy Steel Casting Co., North 
Quincy, Mass., and Weatherly Steel 
Castings Co., Weatherly, Pa. For the 
latter two companies, it was the 
second successive year of operation 
without a single lost-time accident. 

The next 12 companies had acci- 
dent frequency ratings of less than 
ten per 1 million man-hours of ex- 
posure. 


Offers Aluminum Data 


Reynolds Metals Co. has published 
a new index listing technical litera- 
ture and motion pictures on the met- 
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WHEEL CLEANING: Southern Wheel Division 
Birmingham, has installed a special airless blasting cabinet, designed by 
American Wheelabrator & Equipment Corp., Mishawaka, Ind., which re- 
moves sand and scale from cast railroad wheels in 30 seconds. 
wheel is rolled onto a loading mechanism which raises the wheel and 
permits it to roll into the cabinet and onto spinner rolls. 
the wheel under the blast stream of steel shot. 
cleaned wheel to a grinding operation for removal of burrs and ragged 
Accompanying view shows the complete production cleaning line 
with a cleaned wheel emerging from the blasting cabinet. 

tesy American Wheelabrator & Equipment Corp. 
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Corp., 


Each 


The rolls rotate 
An elevator expels the 
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alworking industry. Literature 
listed under the headings: Desig 
Fabrication, Applications, Produc 
and General Information. All have 
do with how to use aluminum m 
effectively. 

Seven motion pictures are liste 
They are 16 mm films, most of the 
in sound and full color. 

Copies of the index may be secur: 
from Reynolds Metals C 
2500 South Third St., Lc 







In Spectroscc 


Two one-week speciali 
programs in infrared 
will be offered June 16- 
23-27 as part of the 1 
session at Massachusetts 
Technology. Dr. Richard 
Dr. Foil A. Miller, both 
spectroscopy laboratory, 
the two courses. 
First week’s program 
voted to techniques of i 
troscopy. Afternoon lab 
cises will be carried out Dy sis 
groups with a variety of infrare 
instruments and related equipment 
The second week will cover theor 
of, infrared absorption by molecules 
interpretation of infrared absorptio 
spectra and relation between spectr 
and molecular structure. 
Application forms may be obtainet 
from Dr. Ernest H. Huntress, directo 
of the summer session, Room 3-10i 
Massachuetts Institute of Technology 
Cambridge 39, Mass. 


Book Review 


Plant Layout, by Randolph W. Mak 
lick and Armand T. Gaudreau, clo 
391 pages, 64% x 9% in., publi 
John Wiley & Sons Inc., Nev 
Price $7.50. 

Written with the viewpoint 
administrative executive and p 
gineer in mind, this book } 
the principles and practice ¢ 
ning, designing and presentin 
layout projects covering relayc 


new plants. Such things as de i? 
ing plant capacities, balanc’ na 
chine operations and equippi Y i 


stations are considered alo z (8 
the design of production and é 
lines; receiving, shipping, @ 
age areas; dispatch stations a 
rooms; materials handling § 
service facilities, and office 

The book closes with a dis 
on evaluating capital outlays fo. . - @ 
and equipment; operating costs ang@ 
projected savings; proposals for Pr@ 
sentation to management, and a ca 
presentation of layout proposals fo 
a foundry. 
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PUM There’s no doubt about Metal Blast quality. 
ies Metal Blast products—Annealshot (hard) 
ial and Super-Annealshot (malleableized) and 
re their corresponding Grit, are unquestion- 
3-107 ably the finest on the market. The best ma- 
ology terials, careful grading to size, automatic 
production in scientifically controlled fur- 
naces makes them so. But that’s not all! 
Mass-production keeps costs down—lets 
Metal Blast sell at reasonable prices. Find 
out for yourself—write for latest price sheet. 
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DESULFURIZE 
— with 
SODA ASH 


_ It costs no more to get 
this Quality Soda Ash... 


SOLVAY 





Want More Information on 
Equipment for Adding Soda Ash? 


If you're interested in efficient, eco- 
nomical, easy-to-operate equipment 
for feeding Soda Ash into molten 
iron for desulfurization, stop in and 
see us in BOOTH No. 312 at the 

INTERNATIONAL FOUNDRY 

CONGRESS AND SHOW in 
ATLANTIC CITY on MAY Ist 
through MAY 7th. 


olla, 


Alkalies Seen 





Since /88/ 


220 








SODA ASH 


Trade Mark Reg. U. S. Pat. Off. 


DENSE 






Especially Designed for Desulfurization 
* Medium Grain Size “oro "4 


age 


* Dustless 
* High Chemical Purity 


Technical Assistance Available—if you have sulfur 
problems with your grey or malleable iron castings, 
we invite you to write to SOLVAY’s foundry consultant. 
There is no charge or obligation for this service. 


SOLVAY SALES DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 
40 Rector Street, New York 6, N. Y. 
BRANCH SALES OFFICES: 


Boston © Charlotte * Chicago * Cincinnati * Cleveland ¢ Detroit 
Houston ¢ New Orleans * NewYork ¢ Philadelphia ¢ Pittsburgh 
St. Louis ¢ Syracuse 
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STANDARD SPECIFICATIONS FOR COMPOSITION BRASS OR OUNCE METAL CASTINGS 
ASTM Designat:on: B 62—51 
Adopted, 1928; Revised, 1936, 1941, 1944, 1946, 1949, 1951 


Scope 


1. This specification covers an alloy having a composition of copper 
tin, lead and zinc, used for component castings of valves, flanges and fittings. 
The common trade name of this alloy is 85-5-5-5. 

Basis of Purchase 


2. This specification covers castings used in products manufactured 
in advance and supplied for sale from stock by the manufacturer, jobber 
or other dealer. Orders for such product shall prescribe the alloy by speci- 
fication number, together with a request for certification as may be desired. 
(See Sections 3, 5, 9 and 12.) 

Chemical Composition 


3. The alloy shall conform to the requirements as to chemical com- 
position prescribed in Table I. 
Chemical Analysis 


4. (a) Not less than two chemical analyses shall be made from dif- 
ferent heats, from each day’s melt.! 

(b) The sample for chemical analysis shall be taken by drilling or 
cutting the chemical test coupon in such a manner as to be representative 
of the entire cross-section. For purpose of analysis only, the chemical test 
coupon may consist either of a tension test coupon, or of a separate sand 
or chill cast coupon as may be desired. 

Tensile Properties 


. 8. The alloy shall conform to the requirements as to tensile properties 
prescribed in Table IT. 
Test Coupons and Specimens 


6. The tension test coupons and specimens for tension tests shall be 
prepared in accordance with the Tentative Recommended Practice for Ten- 
sion Test Specimens for Copper-Bare Alloys for Sand Castings (ASTM Desig- 
nation: B 208). 

Number of Tests 


7. (a) Not less than two tension tests, from different heats, shall be 
made from each day’s melt. 
(b) If any test specimen shows defective machining or reveals cast- 
ing defects, it may be discarded and replaced by another specimen. 
Significance of Numerical Limits 


8. For purposes of determining compliance with the specified I'mits 
Table |—Chemical Requirements 


Note.—Analysis shall regularly be made only for the elements designated in boldface 
type. However, the presence of the other named elements outside of the limits specified 
in this table constitute cause for rejection of the castings. 

Minimum Desired Maximum 

Copper, per Cemt® 2... cc ccccccces. 84.0 85.0 86.0 

PU AE CONE bon 00 600s cick oe ce oes 4.0 5.0 A 

Lead, per cent ... 4.0 5.0 

Zinc, per cent ... oe PS RTT MT 4.0 5.0 
Nickel, per cent . AA AN AE OnTe Pais ate o 
TPOM, POP CONG 2c ccscecccccceeeee aes rs -30 
Phosphorus, per cent .............. ete ors 0.05 


*In determining compliance with minimum copper, copper may be computed as copper 
plus nickel, to nickel limit prescribed, 
1A day’s melt shall mean a normal day, one shift, not to exceed 10-hr over-all melting 
pauies. = two or more shifts are used each shift shall be considered the equivalent of 
a day’s melt. 


for requirements of the properties listed in the following table, an observed 
value or a calculated value shall be rounded off as indicated in accordance 
with the rounding-off method of the Recommended Practices for Designat- 
ing Significant Places in Specified Limiting Values (ASTM Designation: 
E 29). 


Property Rounded-Off Unit for Observed or Calculated Value 


Chemical composition 
Tensile strength; Yield strength 
Elongation: 5 per cent and over 


Nearest unit in the last right-hand place of figures 
Nearest 1000 psi 
Nearest 1 per cent 


Hydrostatic Test 


9. Castings, as assembled component parts of valves, flanges, or fittings, 
shall conform to such requirement as to pressure tests as may be prescribed 
by codes applying to the products under consideration. 

Workmanship and Finish 


10. (a) The castings shall be free from injurious blowholes, porosity, 
shrinkage defects, cracks, or cther injurious defects. They shall be smooth 
and well cleaned. 

(b) Pressure castings shall not be plugged, welded, burned in or im- 
pregnated. 

(c) Wall thicknesses and sections shall meet or exceed the mini- 
mum requirements of applicable codes. 
Marking 


11. Valves, flanges, and fittings shall be marked in accordance with 
the latest revision of the Standard Marketing System for Valves, Fittings, 
Flanges, and Unions (No. SP-25) of the Manufacturers Standardization 
Society of the Valve and Fittings Industry, and in such position as not to 
injure the usefulness of the casting. 

Certification 


12. (a) Records of tension test results and chemical analyses shall be 
systematically made and maintained and shall be the basis for certification. 
In lieu of the manufacturer’s certification and upon written request on the 
purchase order by the purchaser these records may be examined by the pur- 
chaser or his accredited representative, upon the manufacturer’s premises. 

(b) Upon written request on the purchase order, the purchaser or 
his accredited representative shall have the right of entry to foundries and 
testing laboratories to assure himself that the facilities and procedures of 
the manufacturer of the component castings are suitable as a basis for pro- 
duction of castings and for preparation of certification as described in Para- 
graph (a). 

(c) Component-part alloy castings as made to this specification are 
manufactured in advance and supplied from stock. The manufacturer there- 
fore maintains a general quality certification of all castings, without specific 
record or date of cast of a specific component part. When component parts 
are required to specific dates or heats, a supplementary agreement on the 
purchase order is necessary between the purchaser and in the manufacturer. 


Table Il—Tensile Requirements 
Daman wine, Biss ORE 6 once cet cse cee ese se tastes 30000 
Yield strength, min., psi* 14000 
Elongation in 2 in., min., per cent ...........5--0e-es 20 


* Yield strength shall be determined as the stress producing an elongation under load 
of 0.5 per cent, that is, 0.01 in, in a gage length of 2 in. 
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These Exclusive Features 
are worth Money to you! 


Only the JOY WG-9, in its class, offers replace- 
able crosshead guides and cylinder liners, and full 
force-feed lubrication—features that will save you 
money in operating and maintenance costs. Unique 
truncated pistons and angled over-size ‘“‘Dual- 
Cushion” valves assure higher valve capacity, better 
heat dissipation, lower air friction and elimination 
of valve pounding. 


The WG-9 is a water cooled, double acting, singie 
stage, heavy duty compressor for use where medium 
amounts of air are needed or for supplementary 
service in high air-requirement industries. Vertical 
design minimizes vibration and cuts required floor 
space. Foundation is but a simple concrete pad. 


15 SIZES + 30 to 150 Ibs. psi - 172 to 881 CFM 





Meet any Need 


High and low pressure com- 
pressors, oil free compres- 
sors, boosters and vacuum 
pumps—Joy builds a type 
and size for every need. ® Let 
us handle your air-supply job. 


Over 100 Years of Engineering Leadership wan 1 4030 


— JOY MANUFACTURING COMPANY 


GENERAL OFFICES: HENRY W. OLIVER BUILDING - PITTSBURGH 22, PA. 
IN CANADA: JOY MANUFACTURING COMPANY (CANADA) LIMITED, GALT, ONTARIO 











GOOD CASTING DESIGN 


Can Help Foundry Operations 


NE OF the most important 
() factors in the bronze foundry- 

man’s attempts to produce 
large quantities of castings under 
emergency conditions, is the design. 
This does not refer to the design as 
it relates to the mechanical function 
of a given unit. That is the engi- 


neer’s job, and the _ engineering 
fraternity is quite competent to 
handle it. 


The mechanical designer is faced 
with two tough problems in develop- 
ing mechanisms that go into or on 
navy ships. Each unit must fit into 
a minimum of space, and the weight 
must be held to a minimum. Major 
items in building a unit include 
pumps, motors, valves, pipes, tubing, 
gears, bolts, nuts, gaskets and many 
others. Weights and dimensions are 
determined by anticipated service 
performance. Therefore, it is an ac- 
cepted fact that all saving in weight 
and overall dimensions are attained 
by economizing on the weight and 
size of the castings. In many in- 
stances the castings are combination 
housings and oil reservoirs that must 
withstand a definite pressure test. 


Results May Be Tragic 


Since the average mechanical en- 
gineer is not familiar with foundry 
problems relating to external and 
internal shrinkage of bronze alloys, 
little or no consideration is given 
to them at the time the original de- 
sign is made. Results can be and 
often are tragic. The unfortunate 
feature is that even when it is 
necessary to create an unusual de- 
sign, it may be possible to eliminate 
or reduce the foundry hazards. 

Among the many examples of 
poorly conceived design encountered 
in a long and varied career, the au- 
thor recalls one particular casting— 
a combination housing and oil tank. A 
pump and auxiliary items were 
mounted inside. Considerable oil 
was circulated to actuate a compli- 
cated mechanism on a 5-in. gun, and 
before acceptance the casting was 
subjected to a severe pressure test. 

This particular experience was at 
a period considerably in advance of 
Pearl Harbor, and our plant was 
small compared with the size at- 
tained in later years. In seeking 
some navy contracts we were given 
an order for a number of these 
auxiliary castings for the 5-in. gun. 
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By J. W. BRYANT 


Drawings were supplied by the Ord- 
nance Bureau. 


The casting weighed 157 lb and 
had a wall thickness of 5/16-in. A 
preliminary examination of the 
drawing from a foundry standpoint 
showed several design features that 
definitely indicated potential trouble. 
A request for certain changes in the 
design was promptly turned down in 
a reply that claimed the castings 
formerly had been made according 
to the original design in one ot the 
navy yard foundries. Some time 
later we discovered that tne state- 
ment was true, but did not quite 
coincide with the legal phrase, ‘the 
truth, the whole truth, and nothing 
but the truth.” Two good castings 
had been made during a 6-week 
period. Our contract called for de- 
livery of 25 castings per day. 

Down to the present day the har- 
rowing experience of trying to make 
an improperly designed casting is 
not on the list of life’s most pleasant 
memories. We worked day and night, 
Sundays and holidays—with a scrap 
loss of approximately 50 per cent 
every day. 

About a year later we contracted 
to furnish complete 5-in. guns. On 
this basis we were listed as prime 
contractors. In this. position we 
could submit our own drawings for 
approval. Elimination of a few sharp 
corners and two heavy sections and 
a little streamlining here and there, 
involving about two hours’ work on 
the drawing table, chased all the 
bugs out of this casting. We made 
over 5000. 

It is common practice among naval 
designers to combine in a single unit 
three or four items which, under nor- 
mal or ordinary conditions, would be 
produced as individual castings. The 
object, of course, is to keep down 
the weight and bulk. Generally a 
combination of this character will 
show considerable variation in size, 
shape and wall thickness. A little 
blending in and streamlining can 
bring the combination casting with- 
in the range of practical achievement 
if proper consideration is given to 
the foundry problems involved. 

As prime contractors, and there- 
fore designers, the firm established 
a standing rule that no drawing was 


to be submitted to the Ordnance Bu- 
reau until it had been checked by 
the foundry department with a view 
toward reducing or eliminating pos- 
sible foundry hazards. In the great 
majority of cases potential hazards 
were anticipated and prevented. 
Unfortunately, many if not the ma- 


jority, of naval casting equipment de-| 


signers do not attempt to avail them- 


selves of the advice or assistance of] 
competent foundry consultants. Or-} 
ders for castings generally go to al 
jobbing foundry. Attempts to make} 
castings from a design that outrages| 
the natural laws of contraction and| 
olor 
shrinkage lead to extensive corre-] 
charges} 
and countercharges, a general loss/ 
to both contracting parties, and a| 
definite “never again” resolution on/ 


spondence, personal visits, 


both sides. 
Examine All Designs 


If I might offer a suggestion, it is 
that a group of at least five practical 
and competent foundrymen be set up 
to examine all designs, point out 
faults and offer advice on design im- 
provement. 
would be to anticipate and eliminate 
design factors that adversely effect 


the production of satisfactory cast- 


ings. 
Many men in the foundry industry 


have the practical experience that 


would enable them to recognize po- 
tential causes of trouble. 
be comparatively simple to submit 
drawings of proposed castings to the 
group for suggestions, criticism and 
advice. The same group could check 
on the alloy to be used in the produc- 
tion of the casting. In many in- 
stances the selection of an alloy ‘s 
left to the judgment of a young e!- 
gineer whose knowledge of alloys ‘s 
indicated by the fact that he is not 
quite sure whether the word is spelled 
with one L or two. 


on navy specifications. His selection 
is based on the physical values and 
with no consideration as to whether 
its casting characteristics are suil- 
able for the production of good cast- 


ings. Navy G frequently is specified 


for castings that are better in eve:y 
respect when made from the Navy 
M alloy. 

Rules governing test bars and 
chemical analysis also could be clar'- 


(Concluded on page 226) 
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Anyway you look at it... 
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: a Gordon-Campbell 
priser 7 3 i & hi k Combination 

cif [t's simpler than you thin 

iZards “SESS eae RNR RAMMER- 

‘1 COMPRESSION 

e ma-§ Modern foundry methods with close sand control are simple TESTER 

nt de- J enough—even for the smaller foundries. These four units of Correct bond strength 
them-| Solent! bell neti 4 t will ra is vital to the produc- 
co of f 00rdon-Campbell sand-testing equipment will serve to show den: 04 ennd: endive. 


This simple unit com- 
bines ramming of spec- 
imens for permeability 
tests and the testing of 
bond strength. Strength 
values are read direct 
on dial. 


Or-§that sand testing doesn’t have to be drawn-out, complicated 


to all procedures. 
make} 


rages |i Guess methods of judging sand conditions are costly in scrap 
7 alone—cost more in a short time than will pay for real sand 
argesl control. Look into Gordon-Campbell sand-testing equipment. 
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ae for transverse tests. 

slled TRANSVERSE CORE TESTER Quickly determines transverse 

seal Free to any foundry man strength of cores. 

00K A booklet that takes the mystery out of CORE BAKING OVEN Electrically bakes core specimens. 

tion foundry sand testing and control. Write SAND WASHER The easy-to-use method to determine clay con- 

| nd for this simple discussion on common tent of sand. 

= foundry-sand troubles and how to get The Gordon-Campbell sand-testing units are made to conform 

ther away from them with the recommendations of the Committee ‘on Foundry Sand 

uit ° Research of the American Foundrymen's Society. 
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fied, simplified and improved by the 
five-man group referred to previous- 
ly. Present regulations as carried 
in most of the individual specifica- 
tions require a test bar and analysis 
of each heat, even if it amounts to 
only 250 lb. In present-day foundry 
practice, where practically all cast- 
ings are made from ingot metal of 
known analysis, this specification ob- 
viously is ridiculous. 

Chemical analysis of a given lot of 
ingot metal should be checked by the 
navy at the smelter. The ingots of 
an approved lot might be marked 


with an identifying letter H, M, G., 
etc., and, of course, stamped with the 
navy emblem, the anchor. From that 
stage on analysis checks and test 
bars should be limited to the mini- 
mum number required to check on 
the foundry melting practice. This 
is particularly true of castings where 
ultimate tensile strength, elongation, 
etc., are not the prime requisites. A 
composition G test bar that has 
pulled 30 per cent in excess of mini- 
mum requirements, means absolutely 
nothing if the casting it represents 
leaks through external or internal 
cracks, shrinkage or segregation. 








CORE BAKING CONTROL: 


control over oven temperature. 


external combustion chamber. 





A 20 per cent reduction in core baking time 
is reported by the foundry of a large machinery builder through close 
This regulation permits continuous opera- 
tion at the top temperature limit without danger of burning the cores. 
Each of the foundry’s six gas-fired Coleman ovens shown above is con- 
trolled by a Leeds & Northrup Electromax controller. 
trol is applied to the fuel valves, located on top of the ovens next to the 
In the view below an operator is shown 
setting the control point on one of the controllers. 
a multiple-point instrument which records temperatures of individual ovens. 
This record affords a ready check on control performance 


Temperature con- 


At extreme right is 








The foregoing to some extent wi 
indicate what the writer has in min 
The general idea is to urge that th 
foundry should be given some ¢o 
sideration, that the rules and reg 
lations should be adjusted to mode 
conditions, and that they be clear! 
stated so that interpretation will no 
be left to inspection offices and of 
ficers. 


Book Review 


The Welding of Nonferrous Metal; 
By E. G. West; 553 pages 51% x 8! 
in.; including 24 pages of reference 
and an index; published by Joh 
Wiley & Sons Inc., 440 Fourth Ave 
New York 16; price $8.50. 

The author is technical directo 
the Aluminum Development Associ 
ation, formerly senior investigatoy 
British Nonferrous Metals Researc 
Association. In a _ foreword Lesli 
Aitchison points out that despite th 
impression received from a@ firs 
glance through the book that it i 
concerned almost entirely with hoi 
the book in reality is permeated wit 
why. 
In the preface the author explain§ 
that the book has been written wit 
two main classes of readers in view} 
The welding engineer, welding ope 
atoy, welding instructor and traine 
on the one hand; and the designe 
works engineer and metallurgist 0 
the other. In any event the weldin 
expert must gain real knowledge b 
actual welding experience. Descrip 
tions of the processes and equipme 
are presented in sufficient detail fof 
the new or non-welder to understan¢ 
the influence of the properties of 
the material on the modification of 
the necessary process. 

Chapter headings include: Wel& 
ability, Properties Important in Wel& 
ing, Summary of Fusion Welding 
Process, Resistance Welding Proces¢ 
Pressure Welding, Welding of Alu 
minum and Its Alloys, Welding 0 i 
Magnesium Alloys, Welding of Cof 
per and Its Alloys, Welding of Nick@ 
and its Alloys, Welding of Lead an». 
Its Alloys, Welding of Zinc and I@jr | 
Alloys, Welding of Low Melting Poity> 
Metals, Welding of High Melting] ® 
Point Metals, Welding of Precio. 
Metals. 


Anniversary Booklet 


In commemoration of its fiftiet 
anniversary United States Gypsu 
Co., 300 West Adams St., Chicago § 
has published a handsomely illusi”4 
ed booklet, “Building a Better T4 
morrow,” containing informatio 
about the firm, including the varioug 
developments which contributed to it® 
growth and progress. ‘ 
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Marte ilot! 


and making money for 
steel producers... 


IGE. 


| Ferformance-Proved 
_ Electrodes 


What do we mean “‘performance-proved ?” 
Just this: I.G.E. Electrodes are tested through 
actual performance in electric furnaces. 
I.G.E.engineers analyze their 

characteristics ...study them from every 
aspect during operation. 


As a result, I.G.E. Electrodes save money for 
users by producing higher tonnages and 
lasting longer. They also possess 

these important physical features: 


@ Uniform structure of controlled densities 
e High mechanical strength 
@ Low electrical resistance 


Coupled with this I.G.E. quality is I.G.E. 
technical service. The I.G.E. service man... 
with a broad background in all phases 

: of furnace operation ...is ready to help 
with your electrode problems. 


A:tending the Foundry Show? 
Visit us at booth 425—427. 


amet GRAPHITE AND ELECTRODE CORPORATION 


St. Marys, Pennsylvania... A Subsidiary of Speer Carbon Company 
Other Subsidiaries: Jeffers Electronics, Inc. © Speer Resistor Corp. 








OPEN HEARTH COMMITTEE MEETS 


In 35th Annual Conference 


By EDWIN BREMER 
Metallurgical Editor 
FOUNDRY 


TTENDANCE at the 35th annu- 


al conference of the National 
Open Hearth Committee of the Amer- 
ican Institute of Mining and Metal- 
lurgical Engineers, held at the Wil- 
liam Penn Hotel, Pittsburgh, Mar. 31 
to Apr. 2 hit a record mark of 1250. 

In a session on operating metal- 
lurgy, with J. S. Marsh, Bethlehem 
Steel Co., Bethlehem, Pa., and C. R. 
Taylor, Armco Steel Corp., Middle- 
town, O., as chairmen, D. L. McBride, 
Metallurgical Advisory Board, Wash- 
ington, pointed out that, since all 
high-grade ores used in making fer- 
romanganese are imported, the latter 
should be conserved as much as pos- 
sible. Hence, in the open hearth such 
materials as silicomanganese or low- 
grade domestic manganese _ ores 
should be used. 

C. C. Brown, Inland Steel Co., 
East Chicago, Ind., discussed the use 
of exothermic chromium, and man- 
ganese alloys. When added in the 
ladle they show good recovery and 
provide a gain in silicon as well as 
the major alloy, in addition to im- 
proved temperature control. With 
rimmed steel increase of silicon has 
an adverse effect. 

F. W. Boulger, Battelle Memorial 
Institute, Columbus, O., presented a 
brief review prepared in co-operation 
with R. C. Buehl, Bureau of Mines, 
Pittsburgh, on methods of recovering 
manganese from open-hearth slags. 
High cost makes such operation of 
value only in emergency. 

S. Feigenbaum, Jones & Laughlin 
Steel Corp., Pittsburgh, spoke on use 
of manganese sulphide in producing 
resulphurized steels, and said it ap- 
pears to provide better surface on 
the ingots compared with straight 
sulphur additions. 

Steel bath temperature measure- 
ment was discussed by several speak- 
ers, including Ralph Hindson, Steel 
Co. of Canada, Hamilton, Ont.; D. J. 
Carney, U. S. Steel Co., Chicago; Os- 
car Pearson, U. S. Steel Co., Gary, 
Ind., and J. R. Brady, Wisconsin Steel 
Co., Chicago. Consensus was that 
use of such instrumentation permits 
tapping at uniform temperatures con- 
sistently, and the temperatures usu- 
ally are lower than when measure- 
ments are not used. Lower tempera- 
ture in turn reduces stickers and 
cracking of ingot molds. 

Michael Tenenbaum, Inland Steel 
Co., East Chicago, Ind., in discussing 
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significance of the furnace block, 
pointed out that essentially it is em- 
ployed to control carbon drop. While 
the furnace block could be omitted 
under favorable conditions with ex- 
tremely rapid carbon analysis, some 
unexpected delay would necessitate 
its use, hence the practice of fur- 
nace block is generally insurance 
against possible trouble. 


In a session on cold metal and 
basic foundry practice under the di- 
rection of C. M. Kay, American Steel 
& Wire Co., Worcester, Mass., and 
W. A. Peters, Laclede Steel Co., Al- 
ton, IJl., slag control with use of 
burnt lime was described by W. H. 
Steinheider, Sheffield Steel Co., Kan- 
sas City, Mo. 

A. H. Sommer, Keystone Steel & 
Wire Co., Peoria, Ill., and A. Bigar 
-Jr., Lukens Steel Co., Coatesville, Pa., 
spoke on use of oxygen, and pointed 
out that conservative application re- 
sults in speedier meltdown of scrap, 
and beginning of slag action. It also 
increases steel production by about 
144-ton per hr. A. R. Edwards, Key- 
stone Steel & Wire Co., said that 
when over 40 per cent cold pig iron 
is used in the charge the time re- 
quired for the heat is increased al- 
though charging time is decreased. 


Reduce Sand Penetration 


Frank Hohn Jr., Scullin Steel Co., 
St. Louis, described the use of bath 
pyrometry in eliminating trouble 
from sand penetration in producing 
car side frames. By control of bath 
temperature, penetration is held to 
a minimum. 

Albert Calderon, Industrial Auto- 
mation Inc., Detroit, spoke on a new 
method of charging open-hearth fur- 
naces which he developed. System 
includes installation of a high plat- 
form along one wall of the furnace 
building on which the scrap is held. 
From there it is placed in special 
charging machines equipped with 
large duplex hoppers and extensible 
peels. Charging machine requires 
open-front furnace without center 
buckstays, and 9-ft doors. Speaker 
claimed a saving of $2.50 per ton in 
charging, and a charging time of 25 
to 30 minutes. 

L. R. Berner, Inland Steel Co., East 
Chicago, Ind., and H. E. Warren 
Jr., U. S. Steel Co., Morrisville, Pa., 
presided at a session on training open 
hearth personnel. Speakers on the 
subject included L. G. Ekholm, U. S. 
Steel Co., Duquesne, Pa.; M. F. Ya- 
rotsky, U. S. Steel Co., Chicago; C. 
W. Conn, Ford Motor Co., Dearborn, 






Mich.; E. E. McGinley, U. S. Steel 
Co., Youngstown, O.; H. L. Tear, 
Jones & Laughlin Steel Corp., Pitts. 
burgh, and A. H. Osborne, Armeo 
Steel Corp., Middletown, O. 

Mr. Ekholm presented the initia] 
one of a series of proposed sound- 
slide films which was underwritten by 
the National Open Hearth Committee 
to indicate what might be accom- 
plished along that line. The other 
speakers described training proce- 
dures in their own plants which in- 
cluded use of manuals describing all 
operations from construction of the 
furnace to pouring the ingots, hold- 
ing of classroom or discussion groups, 
ete. 





















Cast Malleable Terms 
Of Sale Revised 


Malleable Founders’ Society has 
published newly revised “Terms and 
Conditions ,of Sale for the Malleable 
Castings Industry.” Work of prepar- 
ing these revised terms of sale was 
handled by a special society commit- 
tee headed by Frank O. Parker, vice 
president, Dayton Malleable Iron Co., 
Dayton, O. 

Thee terms of sale have been ap- 
proved by the society, and on Mar. 
3, 1952, were approved by the Na- 
tional Association of Purchasing 
Agents. Copies may be obtained from 
the offices of the Malleable Found- 
ers’ Society, Union Commerce Build- 
ing, Cleveland 14. 


The new terms of sale follow: 




















All quotations are made and all castings are 
sold upon the following terms and conditions 







A. General Conditions 

1. Unless otherwise agreed, quotations must 
be accepted and patterns furnished to the 
foundry within thirty (30) days from the daté 
of quotation. 

2. Unless otherwise specified by the foundry 
quotations are based on castings with gates 
fins and other projections removed to approxi 
mately the contour of the pattern. All casting 
are sold as unmachined castings, usually with 
heads, gates, fins and similar extraneous meta 
removed, f.o.b. cars, foundry point. Terms 
thirty (30) days net, from invoice date, unles 
otherwise stated. 

3. Claims for error in weight or numbe 
must be made -within ten (10) days aftet 
receipt of castings. Gi 

4. Castings found to be defective shall b> 
reported promptly to the foundry. If the a 
fects are found to be due to faulty workman 
ship, the castings may be returned for credit” 
at the invoice price within 90 days from tne” 
date of shipment. .The foundry will not 98 
responsible for machine work, labor charge 4 
or other expenses incurred in connection Wi:B” 
castings which have been rejected unless oth« 
wise agreed in writing. 

5. Repairs and changes to patterns, includ! 
the cost of replacing patterns, will be me 
at the expense of the customer. 

6. All freight, drayage, boxing and crati- 
charges on patterns, both to and from ti 
foundry, shall be assumed by the customer, § 

7. The foundry shall not be Hable in o"% 
manner for loss or damage by reason of 
manufacture and sale of any patented dev 
or parts thereof made in accordance W 
drawings, designs, models or patterns furnis!< 
by the customer. 2 

8. When the foundry submits a sample cas 
ing for approval and the customer approyé 


(Concluded on page 234) 
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ride on it... 


RADIOGRAPHY proves it sound 


1. the arm that carries the rear caterpillar 
track wheel of a tank. Failure would mean 
complete disablement—so soundness in the 
casting is a “‘must.” 

To make sure, the casting is radiographed. 
It’s the one way to learn internal conditions 
without destroying the part. 

Cases like this show why radiography is be- 
coming routine in foundries every where. It helps 


Radiography... 


another important function of photography 


earn a reputation for constant top-quality work 
—frequently suggests changes in operations 
that bring higher yields in production runs. 
Your x-ray dealer will be glad to discuss 
ways radiography can increase your produc- 
tion. Get in touch with him. Also send for a 
free copy of “Radiography As A Foundry Tool.” 
EASTMAN KODAK COMPANY 
X-ray Division, Rochester 4, N. Y. 


— KKodalk 


TRADE-MARK 





Type W ROTO-CLONE Type W ROTO-CLONE dust control 


exhausting large shake-out. for sand conditioning system. 





todays best buy is better air! 





& 


f 





Type D ROTO-CLONE applied to Swing Frame Grinding. 
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SEE THE BsP STAGE REVUE — 


AUTOMATIC HYDRA-SLINGER 


CHAMPION BLO-MATIC 
CORE BLOWER 


featuring 
the NEW MAGNARATOR 


JeJ JOLT SQUEEZE 
PIN-LIFT MACHINE 


BEARDSLEY & PIPER 


Division of Pettibone Mulliken Corporation 
2424 N. Cicero Ave. » Chicago 37, Iilinois 


ON STAGE AT ATLANTIC CITY—~IT's 


HARDSLEYs PIPER 


FOR BETTER METHODS 





LOOK FOR THE 
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ALUMINIZED GARDWELL CLOTHING 
PROTECTS AGAINST HEAT HAZARDS — 
REFLECTS 90% OF RADIATED HEAT 


GARDWELL Aluminized Clothing is almost in the ‘“‘Miracle’’ class. 
In foundries, steel mills, forging plants, heat treating shops, etc. 
—in fact, any place where there is radiated heat—GARDWELL 
Alumirized fireproofed duck or Aluminized Underwriters Grade 
Asbestos protective garments, gloves and mittens offer protection 
nut heretofore available. The heat is 90% reflected. The worker’s 
body remains at normal temperature in spite of the great heat just 
a few feet away. Protection is also afforded against metal splash. 





The line of GARDWELL ‘‘FRANK’’ Aluminized Leggings is complete as illustrated above with styles 


and sizes for every purpose. 


In addition to the aluminized numbers all styles are made in the 


usual leather, fireproofed duck and Underwriters grade asbestos. 


With over 27 years of experience in 
manufacturing Safety Clothing and Equip- 
ment you can be sure that any product 


with the GARDWELL Trademark is high- 
est quality. 
Write for catalog and information. 


Safely CLOTHING we EQUIPMENT Co 


1990 EAST 69TH STREET 


. CLEVELAND 3, OHIO 


4 PHONE HEnperson 2-0400 





234 





(Concluded trom page 228) 


the sample, then castings which are commer- 
cially like the sample shall not be considered 
defective because of a variation from blue 
print dimensions, 

9. When bags, barrels, boxes, pallets or other 
containers are needed for shipping castings 
the customer shall bear the cost thereof. The 
customer shall pay the return freight on any 
shipping equipment, such as pallets, the return 
of which is acceptable to the seller. 

10. The foundry will not be responsible for 
loss of or damage to patterns as a result of 
fire or other casualty beyond its control. 

11. The foundry shall not be liable in dam. 
ages for failure to deliver as a result of fire 
strikes, differences with employees, accidents or 
other causes beyond its control, 


B. Quotations 

12. Blueprints submitted for estimating pur- 
poses should be marked with unfinished casting 
weight, if known, or an estimated weight of 
unfinished weight upon which quotation will be 
based. A detailed description of the pattern 
equipment should be furnished. 

13. When quotations involve the making of 
piece prices, definite weights shall be established 
and agreed upon, and quotations shall be sub- 
ject to revision on any variation from the 
established weights. 


C. Orders 

14. No order shall be changed unless such 
change is agreed to in writing before work is 
in process. If work is in process, the customer 
will be charged for any castings made, cost of 
cores, molds or equipment discarded because 
of such changes. 

15. Cancellations of orders are to be made 
only by mutual consent of the buyer and the 
seller. 

16. Unless otherwise stipulated, the customer 
shall accept an over-run or under-run of 10 
per cent of quantities specified on an order. 
However, the foundry is to make an effort at 
all times to furnish as nearly the correct 
quantity specified as operating conditions will 
permit. 

17. If the customer requires special produc- 
tion service or unusual deliveries, an extra 
charge shall be made. 


D. Pattern and Corebox Equipment 


18. The customer must supply pattern and 
corebox equipment in condition to produce the 
quality and quantity of castings required in an 
economical and efficient manner, 


19. The foundry will not be responsible for 
variations existing between blue prints and 
pattern and corebox equipment supplied by 
customer. If requested to do so by the cus- 
tomer, the foundry will check patterns and 
corebox equipment with blueprints at customer’s 
expense. 

20. All patterns, coreboxes and loose pieces 
thereof, should be marked properly for identi- 
fication. 

21. Follow boards, core driers and similar 
devices, when required, are to be furnished at 
customer’s expense. 

22. Pattern storage facilities are provided 
by foundry for active patterns only. Patterns 
not in use for a period of twelve (12) months 
will be returned to the owner or will be sub- 
ject to storage charges. 


NPA Procurement Manual 


Revised edition of the ‘“Govern- 
ment Procurement Manual” has been 
announced by the Department of Com- 
merce as the only source of informa- 
tion in the federal government cover- 
ing procurement activities of all ma- 
jor military and civilian agencies. 
Listing 5000 items and classes of 
items for which federal agencies have 
requirements, it contains a military 
agency and civilian agency index to- 
gether with listing of procurement 
office locations. Manual was compiled 
by the Office of Small Business in 
the department’s National Production 
Authority, and is available through 
Department of Commervze field of- 
fices. 
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Why U.S. Rubber 


erinding wheels are 





the choice of steel foundrymen! 











Small photo at top shows worker grinding 
large “T” used in refineries. Large photo 
shows worker smoothing casting of elbow. 





A foundry in Georgia, casting steel pipe fittings, removes 
gates and flash, grinds openings and bolt holes—using 
: U.S. Royalite® Grinding Wheels exclusively. Why? Because 
: they have proven to be the most efficient and economical. 










GaiecsS OARART Sheer aR 


They are fast-cutting and remain cool in operation. 






Over 89 years of experience with bonds and abrasives 


; ‘ ' PRODUCTS OF 
enable United States Rubber Company to lick most any 





grinding wheel problem you may have. Write to 
address below. 





JINITED STATES RUBBER COMPANY 


MECHANICAL GOODS DIVISION - ROCKEFELLER CENTER, NEW YORK 20, N. Y. 
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Don’t Overlook the 


IMPORTANCE OF CORE DRIERS 


HE importance of core driers and 

the part they play in the modern 
mass-production foundry is often ov- 
erlooked. Any coreroom operator 
can discuss the importance of par- 
ticular cores, the type of sand, the 
contents, the treatment of bonds of 
various kinds, and the percentage of 
Scrap; but seldom can he ascribe the 
percentage of scrap to a given rea- 
son correctly. Often the trouble is 
blamed on the drier equipment and 
for this reason alone, driers should 
have closer study. 

Many factors must be considered 
in manufacturing core driers; these 
factors include type of metal used 
in drier construction, number re- 
quired, oven heat, design, speed of 
manufacture and cost. 

All the groups are interdependent, 
as can be seen from a close study of 
the list. The type of metal used for 


By WALTER A. WHITE 


driers is dependent partly on the core 
baking temperature. The mainte- 
nance question is bound closely to the 
type of metal used, for where large 
numbers of driers are required for 
certain cores containing a high per- 
centage of linseed oil in the sand, 
the cleaning of these driers is a prob- 
lem if they are made of aluminum. 
If they are made of gray iron, a 
caustic solution of soda and a tank 
of hot water solves the problem 
speedily and cheaply. 

There is much to be said for cast- 
iron in the manufacture of driers— 
ease of manufacture, simplicity in 
cleaning, low overhead cost, speed of 
replacement. However, a disadvan- 
tage is a high breakage rate with 
careless handling. In addition, where 
weight must be considered, aluminum 





form a double vee. 
chamfering electrode. 


base metal. 
forming” technique. 








QUICK REPAIR: When the Olney Foundry Division of Link-Belt Co., Phila- 
delphia, recently was faced with a broken arm on a rollover machine 
cylinder head, it was able to return the unit to operation in about two 
hours’ welding time, at a total cost of approximately $15. 
materials and technique developed by the Eutectic Welding Alloys Corp., 
the broken cast iron sections were prepared for welding and beveled to 
This was accomplished by use of an oxygenless 
The sections then were clamped in position and a 
flux applied to the weld area to exclude oxides in the weld zone. The 
flux also is a temperature indicator, liquefying under the subsequently 
applied oxyacetylene flame at the correct bonding temperature of the 
At this point the filler metal was applied, using the “bead- 
The arrow cbove points to the completed weld. 
The work required 4 pounds of alloy rod 


Employing 








often is preferred, especially wher 
cores have a plane surface and car 
be turned out on a plate-type drie 
The cleaning of plates does not re- 
quire the same treatment as do the 
more intricate driers and care must 
be taken to see that where two 
types of metal are used, such as cast- 
iron for pipe cores and aluminun 
for plate jobs, the plates are not sub- 
ject to the same cleaning as the cast 
iron. Aluminum and caustic soda 


are not friendly and mixing the two | 


will not cut costs. 

The design of core driers should 
receive more care than is usually 
given it. Although the design nat- 
urally must follow the inside pat- 
tern of the top half of the corebox. 
consultation with the core shop is 


important if the maximum efficiency | 
is to be obtained from the driers. For [ 
instance, designing driers with sharp | 
protruding ribs unable to slide over [ 
or not calculating the | 


oven bars, 
width of ovens when considering 
plates so that where two plates are 
used side by side with some waste 
space, a close study may fit three 
plates on a shelf. 


Make One Trial Casting 


Much of the time spent fitting 
driers to the master jig or dumm) 
can be saved if, where large num- 
bers are required and are made from 
a metal pattern on a molding ma- 
chine, the patterns are worked to the 
closest possible limits. Even if the 
patternshop' inspector 
drier pattern for production he should 
not do this until at least one tria! 
casting is made. 

Where machining facilities are 
available, driers should be designed 


to be machined wherever possible. § 
The use of multigang cutters for pin § 


cores is a good example. In short, 
the same care and attention that 's 
paid to master jigs, dummies and 
production patterns, should be given 


to the drier pattern, for all time § 


and material charged to core driers 
is a direct charge to coreroom cos's 
—or should be. The system used 1 
many plants is that all jigs, fixtur’s 
and patterns for the making, chec- 
ing and fitting of driers are made '" 
the metal division of the patternsho). 
inspected by the shop inspector, 2° 
then passed over to the drier section. 
which then takes sole responsibility 
for pattern jigs drawing, the orderitig 


of supplies for the coreroom, the§ 


supply of driers and their mainte 
(Concluded on vage 238) 
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Here it is! 


1st Off the Assembly Line 
at the new COLES plant, Joliet, Ill. 


1s? in STRENGTH, 
DEPENDABILITY & 
ECONOMY World-wide: 






















You’re looking at history in the making. For now, COLES Cranes are “AMERICAN- 
ny MADE.” Yes, illustrated above is the very first 714-ion model produced in this country 
... rolling out of the new, modern, fully-equipped COLES assembly plant at Joliet, Ill. 
a- This means from now on — in ever increasing quantities — these 
renowned mobile cranes will be cutting materials handling costs for Taos 
be American industry as never before. This means you can put their ‘ ray 
ue rugged endurance and unprecedented lift- -” . 

“| ing ability to work WITHOUT DELAY. 
Sue: Cun-Rhow Queention Throughout the U.S.A.—and Canada, too 


e Four “‘Finger-Tip” Cont . 
. panel Soameam —COLES Crane dealers are ready to engi- " 
le. Reversible Steering , 


e 








‘in alte healiliiaitatinn neer a faster, easier, more economical “ 
a Full 360° Swing solution to your “difficult’”’ material han- f 
nd ff Gas-Electric or Diesel- dling problem. Write us today for the A 
en Electric 134 to 23 Ton name of the COLES representative near- : 
_ Capacities est you. Box 942-X Joliet, Illinois. 1 














The Name that Carries Weight in Material Handling 
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SORRY... 


(But 


HERE 


Is 








COMBS GYRATORY 
RIDDLES 


World Famous! 











Type “HL” Lab Sifter 
for sand _ control 
$202.00 without sieves 


i 


Type “CS” with 24” 
square 
automatic 


$320.00 


discharge 


screen and « 


WE CAN'T GO TO THE 


FOUNDRY SHOW! 


What 
We Would Have Shown:) 














with 
24” sieve $310.00 


Type “CR 


All these machines 


lc an hour for power. 








Type sal dab 
With 20” sieve ... 


. $250.00 
Also made with 36” sieve $450.00 


cost less than 


Quickly 


removable steel rim sieves can be 


removed, emptied 
in seconds. Saves 
your labor costs. 
descriptive folder. 


and replaced 
up to 97% of 
Send for free 


Prompt Delivery From Your Foundry Supply House 


GREAT WESTERN MFG. CO. 


Leavenworth 
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nance until the job is obsoleted. 

The system of making the drier 
section part of the pattern shop has 
many advantages. It enables the 
superintendent of pattern shop to 
keep a close check on core equip- 
ment, which comes under his contre]. 
It also allows the pattern shop, 
through the drier section, to keep a 
tight watch on core faults that might 
otherwise be blamed on_ corebox 
troubles. 

Fitting driers to a master jig and 
making them available for room use 
can be carried out by _ semiskilled 
labor; although the making of jigs 
and fixtures should be allotted to 
trained personnel. Therefore, the 
ideal drier section should contain, in 
addition to supervision, at least one 
skilled man able to carry out any ] 
small repairs or alterations to equip- 
ment when required. 

A competent drier section should 
have the responsibility of all work 
in connection with driers, and, after 
the initial design is satisfactory, be 
able to carry out all work necessary 
to the job. 

The fitting of driers should present 
no problems. The usual rules for fit- 
ting apply, and as long as the section 
is equipped with modern tools and the 
supervision is adequate, the main job 
of the drier section is to keep the 
coreroom happy. And the only way | 
to keep any core shop personnel hap- | 
py is to give them all they ask for, | 
at least two days before they ask 
for it. 










Revised reference charts—dated, 
January, 1952—covering carbon, al- 
loy and stainless steel casting materi- it 
als have been issued by the Lebanon h 
Steel Foundry, Lebanon, Pa. Thes¢ 
reference charts give specification bi 
designations, analyses, physical prop- 
erties and heat treatments for the 
company’s casting materials. One 
chart includes stainless corrosion and 
heat resistant alloys, the other car- lit 
bon and low alloys. Either or both 
charts will be sent upon request ‘ 
Dept. N, Lebanon Steel Foundry, Le»: 
anon, Pennsylvania. 


Steel Reference Charts | 


re 


of 


Opens New Office | fr 


re 





Dravo Corp., heating departme!|, | 
Pittsburgh, has opened a new office 
in St. Louis at 1110 Scuth Brentwood *Re 
Blvd. It will-be in charge of Fred | 
W. Schulte, sales engineer, who w'!! | 
handle the firm’s counterflow heate:s 
and crane cab coolers. Mr. Schule | 
was graduated from Washington Un- § __ 
versity with a degree in mechanical 
engineering. 
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_\ by lining foundry ladles with 
“= Johns-Manville 3X BLAZECRETE 


J UST flip 3X Blazecrete* into place and trowel Linings last longer — Casting shop superintendents 
have found that 3X Blazecrete linings last much longer 


teri: J it smooth. You'll not only save valuable man- ' ‘ . 
in service ... are more economical to use. 


. hours and production time on lining ladles... 
men P 8 Hands are unharmed—Many refractory materials 


tion 7 i é 
ition J but you'll get cleaner castings, too. are harmful to workmen’s hands. 3X Blazecrete will 











the Castings are cleaner because 3X Blazecrete not irritate the skin. 
One : . = ° : . r 
and | tesists attack from molten metal. Particles of the Can be stored safely Furnished dry in 100-Ib. 
0 ais , . bags, 3X Blazecrete will not deteriorate when stored 
car- | lining will not cling to the metal and become 
both ; in a cool, dry place. Material can be used as needed. 
t to | Part of the casting. 
Leb . For the full Blazecrete story, send for your free copy of 
Here are 3 more important reasons why ony Brochure RC-28A. It also contains information about 
of the country’s leading foundries have switched Blazecrete’s companion material, Firecrete* . . . the hy- 
: ee ii : : : draulic setting castable refractory for making special 
trom plastics to this new hydraulic setting shapes. Write to Johns-Manville, Box 60, New York 16, 
saint refractory material: N. Y. In Canada, 199 Bay Street, Toronto 1, Ontario. 
ffice |} 
a 
yood jf *Reg. u. s. Pat. of. 
Tred | 
will § 
:'|_g}y_Johns-Manville BLAZECRETE 
a TMA Onns-ManVILe 
lical ; | 
PRODUCTS - REFRACTORY LININGS 
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ERHAPS you've had the problem of 

finding your own core oil—a core oil that 
will perform correctly under especially criti- 
cal conditions. If you have, you probably 
know what a tough job it is to find a stand- 
ard oil for the job. 

Now, you don't have to put up with any 
product that won't fill the bill. Just call on 
Pelron to work with you to develop an oil 
that will produce cores of the correct hard- 
ness, baked strength and shakeout qualities 
for your job. Pelron technicians have solved 
many such problems for foundries who can’t 
afford to have complex castings rejected just 
because they have no answer to the core 
problem. 

When your own core oil is developed by 
Pelron, all you do is purchase the oil as you 
need it. There is no extra charge for devel- 
opment costs. Our interest is only to provide 
you with an oil that will meet your needs. 
Call us in today for the solution to your 
core oil problem. 


Ye ii teem PELRON 


Less Baking Time 
Lower Baking Temperatures 
Easier Shakeout 


High Baked Strength 


Increased Foundry Production 


ELRON 


CORPORATI 


Industrial Oils and Chemicals 
For Better Production at Lower Cost 


7740 W. 47th Street Lyons, 


Your own 
core oil 7 


& 


Illinois 
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ASTM Helps in Scarce 


Material Conservation 


As an aid to the Office of Defense 
Mobilization in carrying out its ob- 
jectives, the American Society fo: 
Testing Materials has been requested 
to develop methods of conservation 
of scarce materials, through the use 
of substitute materials or through 
more efficient use of materials. By 
formal contact these services will be 
rendered to the recently appointed 
consultant to the Director of Defens: 
Mobilization on Conservation of Ma- 
terials, John R. Townsend of the Bel! 
Telephone Laboratories. Individual! 
projects will be undertaken at the re- 
quest of the consultant and reports 
will be furnished to him. 


To carry out this work the society) 
has employed a staff engineer, How- 
ard S. Phelps, who recently retired 
as engineer in charge of the testing 
division, engineering department, 
Philadelphia Electric Co. The serv- 
ices of present ASTM staff personnel 
and facilities of the society, together 
with the overhead expense incident 
to the project will be contributed by 
the society; salary and traveling ex- 
penses of Mr. Phelps and of support- 
ing stenographic and clerical staff 
will b& paid by ODM. 


Will Assemble Information 


Mr. Phelps will be available at all 
times to the ODM Consultant on 
Conservation of Materials for the as- 
signment of problems, assembling of 
information and similar activities re- 
lating to the project. The executive 
secretary of the society, C. L. War- 
wick, will have general administra- 
tive supervision for the society. 


Among the services to be rendered 
under this contract are collection and 
organization of factual knowledge and 
reliable opinion dealing with the con 
servation of materials by using th: 
extensive facilities available to the 
society, notably through its technica! 
committees. Development of emerg- 
ency and substitute ASTM tests and 
specifications will also further the 
cause of conservation. The society 
will also use its facilities to inforn 
its members concerning needs for 
conserving critical materials and var- 
ous ways in which such conservation 
may be accomplished in a useful and 
practical manner. 

The first project to be undertaken 
concerns the conservation of nickel. 
A conference of appropriate ASTM 
committee officers and representativ’: 
of various interested industries was 
held at Society Headquarters in 
Philadelphia on Tuesday, Mar. 11. 
An account of this conference is to 
be published. 
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A Clearfield Mixer installation which has provided outstanding performance. 


ve | THAT'S what one of the many enthusiastic Clearfield 








in Mixer owners told us... ‘perfect in every respect.’ We're 

| very happy that the performance of our equipment brings 

“| || See us at the forth such remarks. 

* FOUNDRY _ Clearfield Mixers, with their unique revolving pan principle 

‘ CONVENTION and their fully automatic controls, take all the guesswork 

ral | BOOTH No. 1740 out of sand preparation. And they're available in a large 

z Bence: 4 range of sizes for use independently or as an integral part 
Ga s ° ' P 

na “ of a sand conditioning system. You can't go wrong with a 

m | Clearfield. 
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n- Write today for Catalog No. 79 for complete details. 
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Effect of Raw Materials on 


By BERNARD P. MULCAHY 
President 
Fuel Research Laboratory Inc. 
Indianapolis 








How different types, shapes and qualities of scrap affect cupola 
operations is discussed in this second of a series of articles. The 
first article was presented in March 


ANY factors determine the 
M amount and character of the 

scrap used in a cupola mix. 
For example, the percentage of “re- 
turns” (including sprue) is a func- 
tion of the type of casting poured 
as well as the normal shop losses. 
These returns, therefore, largely set 
the pattern for the balance of the 
charge, because obviously they will 
be used first, making up the balance 
from the other constituents. 

The metal charge consists of pig 
iron and scrap, and the scrap is fur- 
ther subdivided into purchased cast 
iron scrap, steel scrap and returns. 

Purchased Cast Iron Scrap—The 
variability of this material is well 
known and, additionally, it is recog- 
nized that many difficulties encount- 
ered can actually be assigned to it. 
To identify the influential character- 
istics we give below a list of the prin- 
cipal features. 

Size 

Character 
Oxidized iron 
Burned iron 

Hard iron 
Nonferrous content 
Borings 

Steel content 

Size—We must think of scrap in 
two different dimensions—volume or 
bulk, and thickness. To illustrate, 
motor blocks (stripped) are excellent 
scrap because of their large surface 
and contained volume; however, even 
these can be too bulky for small cu- 
polas and should be partially broken. 
Contrast this material with solid 
chunks from heavy machinery and 
we can readily visualize the difference 
existing in the ability to absorb heat. 
Obviously the quantity of each used 
will also affect the results. 

Small material can also adversely 
affect operations because of denser 
packing of the charge. Thin, flat 
material also increases the charge 
density. Both of these types prevent 
penetration of the gases for proper 
heat distribution and force a greater 
proportion of the heat up along the 
wall of the cupola. 
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The effect of too bulky material 
prevents the proper amount of metal 
to be charged and reduces the effi- 
ciency of the process. Heavy sections 
in excess prevent proper heat absorp- 
tion and invariably cause a serious 
loss in metal temperature. When the 
charge density goes up because of 
small or thin material, oxidation of 
metal and loss of temperature results. 
In each instance, obviously, the de- 
gree of effect is proportionate to the 
amounts used. 

It is not possible to correct com- 
pletely for the above conditions ex- 
cept by a change in the scrap size, 
but when such material is used care 
must be exercised in its distribution. 
In each instance the prime objective 
should be to distribute the offending 
material over a series of charges and 
avoid a concentration at any particu- 
lar stage of the heat. For example, 
heavy-sectioned material should be 
charged only after the initial fill-up, 
and several pieces should not be put 
on successive charges. Fine material 
can be put on each charge in limited 
amounts. Large, flat material should 
be broken up. 

Under no circumstances should the 
length of any material exceed one- 
third to one-half the diameter of the 
cupola—that is, in an amount that 
could cause hang-ups. Hang-ups are 
too costly (loss of bed) to ever coun- 
tenance. 

Character—By this term we mean 
the scrap’s original source or type, 
such as farm machinery, auto cast, 
stove plate, etc. In most instances 
typical iron is satisfactory, if ac- 
ceptable from a size standpoint. Stove 
plate is perfectly good iron but the 
higher phosphorous content usually 
attendant with this iron requires 
careful consideration with respect to 
the amount used. 

The increasing use of certain al- 
loys also indicates the need for cau- 
tion regarding use of some scrap. In 
this instance we refer particularly to 
iron containing appreciable amounts 
of chromium, molybdenum, etc. used 
for hardening, or when chill-inducing 


materials have been used. 


In most instances the scrap is so | 
varied in character that it has no | 
particular identity, and for this rea- 


son it is all the more insidious. Ac- 
tually the only proof against unde- 


sirable material of the above nature © 


is in a careful inspection as the ma- 
terial is received, unloaded and dur- 
ing charging. 

Oxidized Iron —- Fortunately this 
material is generally easily recog- 
nized. We are referring here to bad- 
ly rusted scrap, either purchased as 
such or recovered from old storage 
piles. All scrap obviously contains 
some rusted iron, but we mean iron 
containing excessive amounts. 

The effect of this material can be 
exerted in several directions. If in 
sufficient amount it can actually car- 
ry thkough to the molten metal and 
produce the same effect as iron oxid- 
ized in the cupola. It can reduce 


the desired carbon and silicon, and | 
invariably will cause excessive lin- | 
ing erosion due to extra flux required | 
and higher oxide content of the re- © 


sultant slag. 


When this material must be used | 
do not concentrate on a series of | 
successive charges, but allot in small | 


amounts in order that the effect will 
be held to a minimum. 

Burned Iron—It is necessary to 
distinguish between oxidized (rusty) 
iron and burned iron, because of its 
universally bad influence on cast 
iron. Its most common form is 'n 
grate bars, fire bowls, melting pots, 


etc. Occasionally it is present 11 | 
considerable quantity in cars of pur- | 


chased scrap, but more frequently 
it is scattered throughout the cars 
and disregarded. 

The poisonous effect of this ma- 
terial lies in the fact that it is ox- 
idized iron in its advanced state. 
FE,O, and as such is more difficult 
to reduce or free from its oxygen. No 
cupola can properly digest this ma- 
terial and no foundries attempting 
to meet normal specifications should 
permit its presence in the mix. 

We are all familiar with the pu’ 
pose of the flux in a cupola charge, 
namely the dissolving or absorption of 
the ash from the coke, the sand from 
the returns and the rust on the scrap. 
The flux scavenges or removes these 

(Concluded on page 244) 
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Hi-Tensile Alloy Steel 






Bars and other components 
constructed to customer's 
individual specifications 


full width bearing bar 
for strength and rigidity Parting line surfaces 


all §where it is needed most precision-machined 


ts, Automatically controlled Hardened steel pins and bushings 


continuous fillet welded seams 


for ‘‘no-shift” alignment 


All Flasks Normalized and 
O Stress Relieved 


“ C——Llow Cost 
fo O—— Quick Delivery 








INDUSTRIAL FABRICATING, INC. 
a B17 HALL STREET »* EATON RAPIDS, MICHIGAN » TELEPHONE 6781 


Sales Representatives: Industrial and Foundry Sales, Inc., Eaton Rapids, Mich. 


IN CANADA: Don Barnes Foundry Supplies & Equipment 42 James Street, South, Hamilton, Ontario 
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(Concluded from page 242) 
undesirable materials from the iron, 
thereby producing a purer and more 
dependable product. 

We are also familiar with the in- 
jurious effect upon the metal when 
we oxidize in the cupola, 
through the use of insufficient coke 
or too much air. The iron becomes 
“stiff’ and pours poorly, or hard 
spots develop, or chilled sections show 
up, all of which result in lost cast- 
ings and ultimately are referred back 
to the melting department. 

When we allow burned iron to be 


IND MIRE 


either 


charged we are asking for trouble be- 
cause we encourage the above con- 
ditions te a greater extent than if we 
disregarded the control of the cu- 
pola. 

Depending on the degree of its use 
burned iron can cause hard spots, 
misruns and excessive lining erosion. 
The reason for this is that cupola 
melting is too fast to convert this 
high. oxide into metallic iron and 
therefore it remains as such through- 
out the process. Its solution by the 
flux is erratic and it quickly destroys 
fluxing power for the other mate- 


= production’ 






40% plus 


~-~39-"2 oe fF oo @ 


STANDARD’S 
INFINITELY VARIABLE SPEED 
TWIN-MOTOR SNAGGING GRINDER 


Increases Wheel Life! 
Lowers Wheel Cost! 


The Standard No. 35 is a 2-in-1 ma- 
chine—each operator is entirely in- 
dependent of the other; one side 
may be stationary while the other 
wheel is operating; one side may be 
operated with a wheel differing in 
diameter to the other side, but each 
wheel operated at its correct and 
efficient peripheral speed. 


Production increases verified in Am- 
erica’s largest metal working plants! 


24” or 30” Resinoid Bond Wheels. 
Twin motors of H. P. selected up to 
60 H. P. 


WRITE FOR CATALOG 44 TODAY! 





with the world’s 
most modern 
Snagging grinder 





the STAN DARD electrical tool co.8 — ' 


2507 RIVER RD. - CINCINNATI 4 - OHIO 


See us at Booths (1009-1011) International Foundry Congress 
Atlantic City, N. J., May 1 through May 7 
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rials the flux should be dissolving 

When coke is inclined to be of poor 
quality, thereby making it difficult 
to maintain good cupola operation. 
or when pig iron is limited and cre- 
ates the problem of holding carbons 
at the desired level, it is imperative 
that all burned iron be removed from 
the scrap charged. It is rightfully 
termed a “poison” to gray iron be- 
cause of the magnifying effect. 

(To be continued next month | 


OBITUARY 


ENRY HECHT, 67, president, Al- | 

loys & Products Inc., New York. 
died Mar. 12. Mr. Hecht attended 
Cooper Union Institute in his youth 
and in the late 90’s joined Hendricks | 
Bros. Inc., a wholesale metal firm 
dating back to 1769. In 1919 Mr. | 
Hecht organized Alloys & Products, 
which he headed as president until | 
his death. A pioneer in the manufac- | 
ture of master alloys and hardeners 
for the foundry industry, he origin- | 
ated many of the alloys now in com- 


mon use, 
* * * 


Robert E. Chapman, 57, general su- 
perintendent, American Steel Found- 
ries, Granite City, Ill., died Mar. 11. | 
A native of Vienna, IIl., Mr. Chap- § 
man was associated with the conm- J 
pany for 30 years and had been su- 
perintendent for 10 years. A 

. 7 ok 

C. Ives Waldo, 70, who retired early | 
this year as a salesman in the Chi- | 
cago office of Pickands, Mather & 
Co., Cleveland, died Mar. 15, following 


35 years with the company. 
* * * 


George F. Mitchell, 64, president, 
Peoples Gas Light & Coke Co., Chi- | 
cago, and president of the American} 
Gas Association, died Mar. 26, ‘0! 


lowing a short illness. 
* * * 


Charles M. Best, founder of ‘h 
former Best Foundry Co., New Ken 
sington, Pa., died Mar. 22. Mr. Bes‘: 
foundry closed about 1914. 

* * * 

Frank Hamachek Jr., presidert, 
Frank Hamachek Machine Co., K°- 
waunee, Wis., died there Feb. 1. 

* * x 

D. A. Dalton, president, Dalton 
Foundries Inc., Warsaw, Ind., di d 
Feb. 15. ie 

* * * 

Samuel R. Robinson, prominer'’: : 
identified with the steel casting ‘N77 
dustry following his graduation fron} 
Virginia Polytechnic Institute in 19915 
died in Cleveland March 29. Fo 
varying periods in a long and activ@ 

(Concluded on page 246) 
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REFINING, SMELTING 






FURNACES FOR MELTING, 


AND REDUCTION 


35 years ago, the first Moore Rapid Lectromelt 
Furnace was put to work, setting the pace which 
established these furnaces as leaders in industry. 
Bold thinking throughout the years has maintained 
that position and, tuday, Lectromelt Furnaces are 
first choice internationally for all types of melting, 
refining, smelting and reduction. 

From the automatic controls that guide the opera- 
tion of a Lectromelt Furnace to its massive shell, 
Lectromelt Furnaces are built as production tools. 
Assembled and mechanically operated on the erection 
floor at Pittsburgh, they go together faster in 






your plant, and you get into production with 
minimum delay. 

Lectromelt Furnaces offer you rapid top-charging, 
high-speed melting, accurate control of quality 
and low-cost operation. They give long, trouble-free 
service and correspondingly low upkeep costs. We 
sell mighty few replacement parts; evidence of 
their durability. 

Catalog No. 8 describes iron and steel melting 
and refining work. For a free copy, write Pittsburgh 
Lectromelt Furnace Corporation, 314 32nd Street, 
Pittsburgh 30, Pennsylvania. 


*Visit the Lectromelt booth #1344 at the International 


Foundry Congress and Show in Atlantic City, May 1st to 7th. 


TWENTY FIVE 








¢ 
REG 


|WHEN YOU MELT... 


May 1952 


T. M. U. S. PAT. OFF. 


MOORE RAPID 


ONE HUNDRED FIFTY 
TONS CAPACITY 














(Concluded from page 244) 
career he held positions as foundry 
manager or metallurgist with Du- 
quesne Steei Foundry Co., Coraopolis, 
Pa.; Massachusetts Steel Casting Co., 
Everett, Mass.; Philadelphia Roll & 
Machine Co., Philadelphia; Paper & 
Textile Machine Co., Sandusky, O.; 
Industrial Brown Hoist Corp., Bay 
City, Mich.; Otis Steel Co., Cleveland; 
Valley Steel Castings Co., Bay City, 
Mich.; Saginaw Foundries Co., Sagi- 
naw, Mich.; Babcock & Wilcox Co., 
Baberton, O. He was an active com- 
mittee member of the American 


Foundrymen’s Society and a con- 
tributor to FOUNDRY and other techni- 
cal publications. 





Ford Sponsors Industrial 
Arts Awards 


Prizes totaling $45,000 and all all- 
expense paid trips to Detroit and 
Dearborn are announced for junior 
and senior high school students under 
21 in Ford Motor Co.’s 1952 Industrial 
Arts Awards program. Competition is 
open to students in grades 7 through 








An 


easy-to-handle casting alloy 


BERYLCO BERYLLIUM COPPER 


Foundrymen successfully pouring 
bronzes should not overlook the 
advantages of BERYLCO beryllium 
copper. Here’s one metal you don’t 
have to baby. 


Molding practice for beryllium is 
similar to that of bronze. Natural 
molding sands give good results. 
Shrinkage is comparable to that of 
the tin bronzes—slightly less than 
that of manganese or aluminum 
bronzes. Gating techniques for 
beryllium copper are readily adapted 
to your current practice, and all 
types of melting furnaces have given 
satisfactory results. 


You will find BERYLCco’s low pouring 
temperature does much to simplify 
foundry procedure. In addition, the 


high fluidity of the alloy makes 
possible intricate detail, reducing 
machining and giving greater de- 
sign freedom. 


A number of standard alloys are 
available. Each offers a different 
combination of desirable properties. 
Depending on the alloy selected, it 
is possible to obtain tensile strength 
to 180,000 psi, hardness to 450 
Brinell, or electrical conductivity 
50 percent that of pure copper. 


SEND YOUR TRIAL ORDER FOR BERYLCO 
BERYLLIUM COPPER INGOTS TODAY. INVESTI- 
GATE THE POSSIBILITIES OF EXPANDING YOUR 
RANGE OF ALLOYS WITH BERYLLIUM COPPER. 


We can supply you with a wealth of printed liter- 
ature on Berylco casting alloys. Write us about 
your problem. We'll be glad to send you the 
relevant factual information. 


BERYLCO ALLOYS ARE AVAILABLE IN 5 LB., 2% LB. AND 3 OZ. INGOTS 


BERYLCO THE BERY LLJUM corporation 





Dept. 8 » READING 2, PENNA. 
New York © Springfield, Mass. © Cleveland © Dayton Detroit © Chicago © Minneapolis © St. Louis © Seattie © San Francisco © Los Angeles 
Representatives in principal world-trade centers 
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12, enrolled in industrial arts classes 
at any school in the United States, 
Entries must be regular class projects 
made in school shops under supervi- 
sion of instructors. 

Projects may be submitted in te 
divisions: Wrought metal, pattern. 
making and molding, machine shop, 
wood, plastics, electrical, mechanical] 
drawing, architectural drawing, print- 
ing and an open division for entries 
not eligible for the others. Work of 
national winners will be exhibited at 
the National Industrial Arts Awards 
Fair, Chicago Museum of Science and 
Industry, Aug. 1 to Sept. 14. 


Book Review 


Treatise on Powder Metallurgy, 
Vol. III, by Claus G. Goetzel, cloth, 
899 pages, 6 x 9 in., published by 
Interscienee Publishers Inc., New 
York. Price $22. 

This volume is divided into two 
parts—one containing a classified and 
annotated literature collection, the 
other a classified and annotated pat- 
ent bibliography. Organization of both 
parts conforms closely with the text 
in Volume I and II to allow quick 
cross reference or a more compre- 
hensive check of available sources 
pertaining to the particular subject 
matter under discussion in the text. 

In the first part, references cover 
the art and science of manufacturing 
useful articles from metal powders 











and of producing those powders. Also | 
included are references to pigments, | 


coatings, catalysts, metal powder ap- 
plications in metallurgical processes 
and their production as a step in re- 
fining or processing of ores. Ma 
chinery used in powder metallurgy 
also is included. 

In the patent reference collection the 
year of issue of the patent is given be- 


cause it facilitates patent search in | 
the library. In American patent <i- | 


tations, the inventor is given and, | 


where possible, the assignee. In ll 
other countries, the companies own- 
ing the patent are named where pu- 
lished at the head of the patent. 


Manual on Band Tools 


sno y2s rn the RENEE MRE Tec 


DoAll Co., 254 North Laurel Av«., | 


Des Plaines, I]1., 


has published 4 | 


“Band Tool Manual,” presenting sibi- 
plified methods for selecting and op- 
erating band tools and machines 10 | 


sawing, slicing, grinding, filing ard 
polishing all types of materials. 
Amply illustrated chapters present 
band tool terminology, description « 
the use of different types of blades, 
explanation of tool performance, how 
to set up a band tool, and tool selec- 
tion charts for various types of ma- 
terials. The manual is priced at $2. 


FOUNDRY 


ew reprne Sagar 






















ASSES 
tates, 
jects 
ery. 


| te 
tern- 
shop, 
nical 
rint- 
tries 
k of 
d at 
ards 
and 











oth “+ PIONEERED IN 1917 BY 
































Vew 
3 
two } 
and 
the 
at- 
oth 
ext 
ick COMPLETE SYSTEMS 
yre- ‘ 
we for GAS and OIL 
xT. 
ver - e e j 
ne Maximum Efficiency 
ers + ° 
wn LUMINOUS OR LONG FLAMES with Either Fuel 
its, with either gas or oil are produced by the 
Lp- Series 113 Burners. They are desirable ° 
ea for vast coverage, for fewer burners and ‘ 
- for uniformity of flame temperature. Switch Fuels 
re- . 
[a 
ey SHORT FLAMES Instantly 
are produced by the Series 4 } 
he 221 Burners. These burners 
~ provide a highly stable and ° 
a efficient fire, using either gas Automatic 
a or oil. They are recommended F ‘ : 
ie f wherever heating in a rela- Fuel -Alr Proportioning 
id. tively small space is required. 
all & 
a RUGGED DESIGN Wide Turndown Range 
for minimum maintenance 
on heavy oil. Series 225 8 
burners can also be used 
on very low gas pressure. Seven Burner Styles 
By simple adjustment of the 
shutter they can be oper- . ° . 
siuih waiin-ac <enkedcin, to fit any Type of Application 
a 
a %& Dual-Fuel: The North American name for burners designed 
, especially for both gas and oil. Fuel changed by merely 
turning valves. 











May 1952 





MAN-TO-MAN 


“Overhead” 


By RALPH L. LEE 


Y VERY GOOD friend Paul 
M Nydegger is supposed to 

have retired as superintend- 
ent after forty some years appren- 
ticeship at the Singer Sewing Ma- 
chine Co. But if he is retired, we’re 
going to have to invent a new word 
for the life he’s been living since 
he cleaned out his desk drawers. 


He’s been visiting foundries and 
factories all over Europe and the 
U.S.A., and the fine thing about 
these visits, as far as I’m concerned, 
is that he not only writes about 
them ‘but he drops into the Lee Hob- 
by Foundry to tell me man to man 
what he’s seen and thinks. (Usually 
with distinguished European visitors 
in tow.) 

On his last trip overseas he wrote 
back all hopped up on the small ratio 
of indirect production to direct pro- 
duction in Europe with that in the 


United States. He pointed out 
that our tendency in the U.S.A. 
is to reduce direct productive 


worker hours by introducing 
automatic machine equipment, and, 
from his observations, with every 
reduction of direct productive worker 
hours we add some indirect produc- 
tion hours, thereby making the ratio 
of indirect to direct continually larger. 
“Some day,” he goes on, “we will 
wake up and put the same energy 
on the elimination of indirect produc- 
tive labor as we have in reducing 
direct productive worker hours.” 
Something tells me that I’m going 
clear off the deep end on this here 
accounting business, but even a cat 
can look at the queen. What I mean 
is the folks like me who have never 
pushed a pencil in a bookkeeping 
sense, but all their lives have been 
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filling in forms, getting out reports 
and bowing and bending to the paper 
work systems set up by accounting 
geniuses, are bound to have certain 
feelings toward the subject and may- 
be a few questions. 

I'll just betcha that if I were to 
make an actual count it would show 
that I have lived through one dozen 
campaigns to install central filing 
systems for general correspondence, 
all of which died an untimely death. 
I have seen drawing number and piece 
part systems come and go, no end. 
Also purchase request procedures, 
time keeping, expense reporting fore- 
casts, ‘budgets, estimating—in all 
stages of observance and neglect. 


But of all these masterpieces of the 
accountant’s creative ability, the one 
which has thrown me for the widest 
loop has been the mysterious formu- 
las through which overhead is deter- 
mined. I designed a washing machine, 
way back, and got it ready for pro- 
duction. With keen competition at 
the time, my gang and I jumped 
through hoops and split hairs trying 
to get the cost of every piece, nut, 
bolt and washer down to the lowest 
possible point consistent, of course 
with good quality. 

After adding up all of these items 
we felt like raising the flag, but not 
for long. What the controller did to 
that sum with his overhead multiplier 
was one sin and a shame. I realize 
now, of course, that most of my 
shock was due to plain ordinary ig- 
norance of business matters. 

On the other hand, that particular 
experience raise&a question that has 


not been entirely answered even to :. 
* of the accounting lingo the phrase 


this day. Paul Nydegger’s letter 
proved to me that I’m not the only 


one who flounders around a bit in 
the mysteries of overheads. 


As a mechanic and a slowly im. 
proving amateur molder and pattern. 
maker, I still can’t get it through my 
head why we should figure down to 
the second decimal point the muscle 
flexings of the boys on production, 
together with fractions of ounces of 
parting, coke, pig, sand, scrap and 
other materials. Then with comptom- 
eters, calculating machines, adding 
machines, or maybe an electronic 
brain or two, we multiply the sum 
of these split penny items with some 
round, loose and juicy figure like 
two hundred, three hundred, four and 
yes, even five hundred per cent. 

Now when the penny-pinching mi- 
croscopic items of labor and material 
are all stirred up together with the 
nicely rounded out rule-of-thumb ovy- 
erheads into the price we insist on 
getting for our casting, I doubt 
whether anyone on earth could tell 
one penny. from the other. 


Suppose we run into a little com- 
petition with this hybrid selling price 
and decide something drastic has got 
to be done. With the three, four or 
five hundred per cent multiplier ac- 
cepted by the gang as though it came 
down from Mt. Sinai with the Ten 
Comrhandmerts, the most natural 
thing in the world would be for us to 
get down our microscope with the 3, 
4, or five diameter eyepiece on it 
and go at the job of shaving down 
every possible item on the labor and 
material list. 


I guess that almost anyone who | 


has been around much in this foundry 


business—or any other business for } 
that matter—realizes that overhead | 
on a $5 million chemical plant oper- } 
ated by a dozen gage watchers and | 


valve twisters is bound to be an en- 
tirely different breed of cats from 
that for the Lee Hobby Foundry, for 
instance. 

But just the same, the dollars that 
go to pay for the, paper shuffling are 
exactly the same kind of dollars that 


go for molding, pouring, cleaning, and | 


all the other jobs that are done on the 
pieces we sell. No, sir! The more I! 


think about it the more certain I 


am that Paul Nydegger is right when 


he infers that our time and motion | 


study men might have some fun 
roaming around among our white 
collar friends. 


I know for a fact that on my many | 


visits to foundries all over the coun- 
try I see a wide variation in the size 
of the office staffs for about the 
same tonnage output. 

The thought just occurred to me 
that maybe we ought to strike out 


(Concluded on wage 250) 
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(Concluded from page 248) 


“nonproductive labor.” In the true 
sense of the words if it isn’t produc- 
tive it shouldn’t be done and if it is 
productive and pays for its keep it 
ought to be called something else. 

Since Paul’s letter I have been 
planning to review the paper work in 
connection with our operations at the 
Lee Hobby Foundry. I have always 
made a practice of keeping my time 
on every job I do, a record of every- 
thing I buy, of my scrap along with 
the good ones. But since most of my 
customers are on a thank-you basis 


I have never felt the pressure of 
competition nor the need of an over- 
head factor. It wouldn’t hurt, though, 
to run through the files and see how 
much of the stuff has never been 
looked at since the day it was put 
there. 

Of course, there’s no use denying 
the fact that what the foundry in- 
dustry is suffering from is not too 
much accounting but not enough. I 
guess what we're talking about here 
(and Paul Nydegger too) is to see 
to it that we are not penny wise on 
labor and material costs and pound 











Marshall enclosed-tip Thermocouples 
will tell you just how hot your molten 
metals are! You check temperatures 
quickly and dependably with Mar- 
shall instruments. As a result, you pour 
at just the right heat. 


Marshall thermocouples are modern 
foundry tools. You can have them in 
the long, right-angle-bent Type for 
furnace use, or the handy, straight 
Type for portable use, or measuring 
temperatures of metals in the ladle. 
The protected alloy tips of Marshall 
Thermocouples withstand repeated 
immersions. Write for descriptive 
folder. L. H. Marshall Co., 270 W. 
Lane Ave., Columbus 2, Ohio. 
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foolish on overhead multipliers. 
It’s easy to see that one whale of 
a lot of wasteful shennanigans could 
be covered up in these nicely rounded 
out rule-of-thumb overheads, and a 
lot of needless labor relations diffi- 
culties caused by the blind belief that 
a dollar saved on the machine, bench 
or floor is worth three, fou: or five 
dollars on the selling price tag. 





Operating a Basic Cupola 


(Continued on page 153) 


In acid melting no more than 60 per 
cent return could ever be used, and 
then a sulphur of about .120 per cent 
required ladle desulphurization, and 
carbon content was not as high as 
desired. With the basic cupola it was 
possible to melt 100 per cent alloy 
return (used dies from the customer 
plus shop return). Sulphur was suf- 
ficiently low and carbon content as 
high as desired. The use of this scrap, 
with no primary alloys required, ef- 
fected a net saving of $18 per ton on 
this particular iron. 

The fourth example in Table III 
is a Ni-Resist iron on which a charge 
of 100 per cent Ni-Resist scrap, home 
and purchased, was successfully melt- 
ed. The sulphur was reduced from 
.120 per cent in the charge to a final 
of .082 per cent and carbon content 











was higher than can normally be at- s 
tained. The basic cupola has shown s 
possibilities in the more efficient utili- f 
zation and conservation of critical i 
alloys where alloy irons are made. a 


The last iron in Table III is a low- 
carbon, high-strength iron with a 45,- 
500 psi tensile from a 2-in. bar. The 
basic cupola seems to offer no par- ( 
ticular advantage on this type of iron, 
and the low carbon is more difficul! 
to obtain because of the increased 
pickup in the basic cupola. Howeve 
by reducing the flux and producins 
less basic slags, low-carbon irons have t 
been produced with fair success i” 
the basic cupola. Very low sulphur: 
are not obtained, but low-sulphur con 
tents seem to be of less advantag’ 
on these low-carbon irons cast int: 
heavy sections. As far as we know, 2: 
representative compositions of cas 
iron have been melted in a basic cu 
pola, some with more ease and som: 
with more difficulty than in an aci 
cupola. 

Another potential advantage © 
basic operation is successful use © 
poorer grade coke. The trends in de 
clining coke quality seem to b: 
toward higher sulphur and higher as! 
content. Such coke tends to produc: 
high-sulphur, low-carbon metal. Basi 
slag is very effective against both 
these tendencies. Satisfactory iron has 


(Continued on pege 2&2) 
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"CO THATS WHERE THOSE 
LITILE PIGS WENT!” 


CHIEF KEOKUK: Sure enough, dear! Thousands of Electro- 
Silvery pigs were melted down to help make the iron and 
steel for those skyscrapers... 


PRINCESS WENATCHEE: .. . and wasn’t Electro-Silvery used 


in making the metal for this boat we’re on, and for tanks 
and tractors and automobiles? 


CHIEF KEOKUK: Right! It’s hard to find any type of product 
made of iron or steel that doesn’t use Electro-Silvery! 


CHIEF KEOKUK JR: Gosh, Pop, what is Electro-Silvery? 


CHIEF KEOKUK: Electro-Silvery, son, is a form of ferro- 
silicon that acts as a vital control element in the production 
of iron and steel .. . 


PRINCESS WENATCHEE:... and the world’s largest producer of 
this vital ingredient is the Keokuk Electro-Metals Company! { 


ELECTRO-METALS COMPANY 
KEOKUK, IOWA 
WENATCHEE DIVISION: WENATCHEE, WASHINGTON 


& Lf £3 
Keokuk Electro-Silvery is used by foundries and 


steel plants in the form of these three pigs, weigh- 
ing 60 pounds ...30 pounds... and 12% pounds. 





Loatetieen 


SALES AGENTS: MILLER AND COMPANY. 
332 S. Michigan Ave., Chicago 4, Illinois : 
3504 Carew Tower, Cincinnati 2, Ohio 
915 Olive St., St. Louis 1, Missouri 










(Continued from paye 250) 
been melted from a coke with 14 per 
cent ash, 5 per cent volatile, and 2.0 
per cent sulphur, a coke normally 
considered unsuitable for cupola meit- 
ing. ; 
These examples typify some of the 
| various applications on which the 
| cost of basic refractories have been 
more than offset by savings in the 
charge make-up. Several plants are 
using basic cupolas to melt large pro- 
portions of steel and/or cast scrap 
to hold up their output which would 
have been reduced because of insutti- 
cient pig iron. Other gray iron plants 
have put in basic linings primarily 


















— Free-moving cranes cover 
dnteni- large pouring floor 


















saver 25,00 Fo MONO- AMERICAN | MONORAIL because of quality and machinability 
RAIL SAVES. problems caused by very high sul- 





phurs. Under some conditions local 
raw material situations make possible 
savings from proportions of steel 
and/or cast scrap beyond the limi- 


To Reduce the Cost of tations of the acid cupola. Many 
plants are using a basic cupola for 


' nodular or ductile iron or for special 
tae A 7 WY) L 4 wv G irons because of more desirable chem- 

fo istry obtained in a basic cupola. 
M A T E a i fa L S On the other hand, basic operation 
cannot be justified in many applica- 
use / tions. Where high-phosphorus pig 
iron can be used and a sufficient 
AM E R CAN M 0 N 0 R A| L supply is available locally, and when 
. coke quality is sufficiently good, we 
Overhead Handling Systems have found no advantage yet in basic 
melting. On a high-silicon, low-car- 
bon iron we found the basic cupola 
at an economic disadvantage. The 
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“Mechanized ‘changing TORR cost of the higher silicon loss plus 
AAVES. the increased refractory cost was 
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greater than savings from the elimi- 
nation of forehearth desulphurization. 

Slag Composition and Appearance 
—Since the accomplishments of the 
basic cupola result from slag chem- 
istry, much consideration must be 
given slag composition and its con- 
trol. 

Slag analyses, which require some 
experience to run accurately, do not 
have to be made regularly to take 
advantage of basic performance 

| However, slag composition studies 
have given direction to much of the 
past research on basic melting and 
will continue to be useful in develop- 
_ ing a better understanding and more 
| efficient utilization of basic perfor '- 








ance. 

ue 3 Certain general relationships, Si‘s- 

~ me cera iORE ave aN W905 ln gested in our previous paper, have 
AMERICAS aves been found to apply with reasona le 


dependability. Occasional apparent 

exceptions remind us of the need 10°F 

more research on slag-metal re!a- 

i iin iat tionships and possibly sampling 214 

; Se analytical methods. As the slag basic- 

“ to 4 COM PANY ity ite the sulphur absorbed 

be e NG Skat ces Rs Ca in the slag goes up and, consequently, 
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(Continued on page 254) 
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SLIME O'FLOW 20% MOISTURE 
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RECLAIMED SAND 
TO STORAGE AND 
RE-USE IN FOUNDRY 








FLOWSHEET FOR RECLAIMING SAND 
FOR AS LITTLE AS 75¢ PER TON 


This simple method of sand reclamation has 3 defi- 
nite advantages: 


1 Simplicity of installation and operation. 
2 Low-cost capital investment and low-cost operation. 


3 Efficiency of removing spent clays, binders and carbon. 


SIMPLI CITY: Equipment is standard, can 


be located wherever space permits. 3 to 4 ton per 
hour system as shown above requires space 32’ x 44’ 
but space need not all be in one location. Contin- 
uous operation requires minimum labor. Complete 
reclamation systems are available from 1 T.P.H. up. 


LOW-COST: Equipment required for 3 to 4 


ton per hour as illustrated above runs approxi- 
mately $15,000 (piping and conveying is not in- 
cluded). Motors require a total of 1642 horsepower. 
Water can be reclaimed for reuse if necessary. 
Rubber-covered wearing parts give long service. 
Cost of reclaiming sand runs about 75c to $2 per ton 
depending on quantity of sand reclaimed. Recovery 
is normally 80% to 90%. 
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EFF I C IEN CY ° Scrubbing at high densities 


(40°% water-60% sand) results in attrition of grains 
striking each other. 30 minutes contact time in 
Denver (Patented) Heavy Duty Scrubbers is usually 
sufficient to remove carbons and binders. Patented 
standpipe prevents short-circuiting. Dewatering and 
rinsing is done in standard Denver Rake Classifier. 
Classification also controls percentage of fines in 
reclaimed product. Drying is done by gravity drain- 
age or by Denver Standard Dryer. 


MAKE THIS TEST Small scale labora- 


tory tests on your sand will be made on 4a cost only 
basis. Reclaimed sand will be returned to you for 
complete analysis and test casting. If you are not 
satisfied with test results there will be no charge. 
Write for complete details and shipping instructions. 
ADDRESS: 

Foundry Sand Reclamation Division 
Box 5268 ° Denver 17, Colorado 
Phone CH 4466 


Our 25th Year 


ae YU 
~COMPANS 








| DENVER EQUIPMENT COMPANY . 100 7m sircor « oaver 17, colorede 
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(Continued from page 252) 
desulphurization capacity of the slag 
increases markedly when slag FeO 
is reduced under 1.0 per cent. Sul- 
phur removal may be increased by 
melting larger volumes of slag in 
contact with the metal. However, 
equal and better desulphurization has 
been accomplished with smaller slag 
volumes of more effective composi- 
tion, accomplished by reduction of 
iron oxide content. 

Table IV shows some typical slag 
compositions representative of sev- 
eral degrees of basicity. Until more 






bh 


A 16’ x 16’ Sly Blast Room with 
double track for two cars. Both cars 
can be used for a single large cast- 
ing. Note how perforated floor plates 
keep coarse refuse from entering 
hopper below. 


This view shows a Sly Blast Car in 
a Sly Blast Room. Perforated floor 
plates are supported by grating pre- 
venting plates from warping. Observe 
how tops of rails are flush with floor. % 
Operator wears a Sly ‘‘Purair'’ Helmet. 


accurate relationships have been de- 
termined, we have used the ratio 

CaO + MgO 
— as a simplified expres- 

SiO, 

sion of basicity. Al,O, has not ap- 
peared to have much effect on desul- 
phurization and has been left out of 
the ratio. While MgO is probably 
not as effective as CaO when MgO 
is very high, the difference seems 
slight when MgO is the minor basic 

constituent. 
For a simplified classification we 
have arbitrarily grouped basic slags 


ARMOURED* 
BLAST ROOMS . 





Whatever Size Your Castings 


And whatever your tonnage we have a standard blast room to suit. We 
have built blast room equipment for the cleaning of the inside of tank 
cars, for large airplane fuselages, for structural assemblies, tanks, railroad 
cars and locomotives. Some large blast rooms are self-contained buildings. 


STANDARD SLY BLAST ROOMS 
Inside width: 8 ft., 10 ft., 12 ft., 14 ft., 16 ft. * Inside Length: 8 ft., 10 ft., 12 ft., 14 ft., 16 ft. 
Inside Height: 7 ft. 3 in., 8 ft. 3 in., 9 ft. 3 in, * Larger Blast Rooms for special purposes. 


An extra layer of detachable 3/16” steel wear plates to protect the 


* ARMOURED Pp walls. © An extra layer of steel grating to reinforce the floor against 


sagging. (Exclusive Sly features) 


THE W. W. SLY MANUFACTURING CO. 


4753 TRAIN AVENUE 


CLEVELAND 2, OHIO 


BRANCHES IN: 
NEW YORK © CHICAGO © PHILADELPHIA © SYRACUSE © DETROIT * BUFFALO 
CINCINNATI © ST. LOUIS © INDIANAPOLIS © BIRMINGHAM © LOS ANGELES * TORONTO 





in three ranges—mild basicity with 
basicity ratios 1.0 to 2.0, moderate 
or medium basicity with ratios 2.0 
to 3.0, and high basicity with ratios 
above 3.0. 


Reasonably good slag control can 
be accomplished by observing the 
color and luster of slag pancake sam- 
ples taken at intervals during opera- 
tion. Slag samples are collected at 
our plant in a shallow metal dish on 
a handle projected under the continu- 
ous slag stream. 

The mildly basic slags are generally 
dull in luster and black in color, 
tending toward brown as basicity in- 
creases and FeO decreases. Should 
the FeO go high and the basicity 
ratio drop below 1.0, the black slag 
assumes a glassy luster character- 
istic of acid slags. With such a slag 
most of the effects of basic melting 
are lost and a limestone increase is 
necessary to restore basic behavior. 
Such a slag is often obtained on 
the first ladle from a fresh coke bed 
but it becomes more basic immediate- 
ly. 

In the medium-basicity range the 
slags are dark gray or brownish gray. 
In the high-basicity, low-FeO ranges 
the slags become lighter gray to 
white. In the highest CaO/FeO ratios 
the slags disintegrate upon cooling 
into a white powder. Some calcium 
carbide content may be determined in 
the analyses and some odor of acety- 
lene detected. Slags of such composi- 
tion have ‘been found to contain as 
much as 1.0 to 3.0 per cent sulphur, 
that has been absorbed from the 
metal. 


To insure reaction of slag and 
metal with consistency, slag volume 
and period of contact require some 
degree of uniformity in basic melting. 
In front slagging, proper dam levels 
keep the metal level, slag level, and 
period of contact essentially consist- 
ent. In intermittent tapping it is more 
important in basic melting that some 
regularity of tapping and “slagging”’ 
be established. 

General Operation and Control—In- 
side the cupola the basic slag is 
more fluid and maintains a _ very 
clean, open cupola with less bridging 
and less frequent troubles resulting 
from poor stack permeability and 
oxidizing channels. On comparable 
types of charges and coke ratios the 
basic cupola seems to melt slightly 
faster and hotter and with better 
thermal consistency. These effects 
seem to result from cleaner, more 
reactive, more open coke, resulting 
from the ash cleaning ability of the 
basic slag. Because of better com- 
bustion, coke reductions can be made 
with resultant increases in output, if 

(Continued on page 256) 
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. . « that’s why they're going to the 
Foundry Show . . . and Booth 904 








“On the Boardwalk in Atlantic City’! That will be 
more than a song title when foundrymen from all 
over the world gather for the 1952 International 
Foundry Congress in Atlantic City, New Jersey, 
May 1 through 7. 


Chances are you'll ride to the show by rail and 
when you do, you'll undoubtedly be riding on 
safe and sound railroad castings made with sand 
from American Silica Sand Company. From small 
intricate castings to huge cast steel underframes, 
soundness is an absolute must. And that’s why 
so many foundries get their sand from American 
Silica. They know they can depend on it for the 
consistency that is necessary for sound castings. 


Suppliers of: Crude and dried crude silica sand e 


— Arnctraliar rer cand Pires nie 
SULTAOM™ flux e Australian zirc sand e Zircon { f 


®SULTROWM is the trademark of Westvaco Chemical Division, Food Ma- 
chinery and Chemical Corporation, for its brand of sodi quicarbonat 
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While at the show, be sure to stop in at our 
booth — NUMBER 904! We'll be there to visit 
and exchange foundry shop talk, and maybe an- 
swer some questions. For example, ask us about 
the enthusiastic reception foundrymen have given 
SULTRON, our revolutionary new fluxing agent. 
See you at the show! 


American 
Silica Sand Co. 


OTTAWA, ILL 











(Continued from page 254) 
chemical objectives are not defeated. 
The advantages of basic melting in 
these respects seem to increase with 
poorer coke and/or dirtier 
With calcium additions to 
the charge, further increases in bas- 
icity, desulphurization, carbon pickup 
and temperature have been produced. 


charges. 


carbide 


The effect of preheated blast is 
much greater on the basic cupola 
than on the acid furnace. A few 


days’ operations on 450°F blast, from 
an adjacent cupola, indicated to us 
that operation was made potentially 


Want core plates - 
MONEY? 


that SAVE 





You get real long term economy with 
Transite* Core Plates. Their initial 
cost is low...and their maintenance 
cost negligible. Transite Core Plates 
are tough and_ corrosion-resistant. 
They are made from an asbestos and 
cement composition by a special 
Johns-Manville process. They resist 
shock and corrosion ... will not crack 
or break easily. 

Here are other important reasons 
for using Transite Core Plates: 

THEY SPEED PRODUCTION— 

Transite Core Plates are easily han- 
dled. They’re simple to clean, too, 








er REISE 





... then use TRANSITE CORE PLATES 
for easy handling, low maintenance, long life! 


Johns-Manville TRANSITE CORE PLATES 


Made of Asbestos 


more basic and chemically more ef- 
fective by increased blast tempera- 
ture. 

The basic slag chills more abruptly 
in air and generally requires more 
attention to the slag run-off, especial- 
ly on the more basic slags and from 
smaller cupolas. 

From the standpoint of chemical 
control the basic cupola is generally 
more complex and requires more 
careful supervision. Its complexity in- 
creases with slag basicity. The prob- 
lems of sulphur control and sufficient 
Mn,S balance are practically elim- 















since core wash, sand, etc. do not ad- 
here to them as readily as to other 
core plate materials. 

THEY MAINTAIN ACCURACY— 
Foundrymen who have used Transite 
Core Plates for years report minimum 
warpage. 





For cores of large mass and small 
surface area, perforated Transite Core 
Plates are also available to eliminate 
green cores and reduce baking time. 
For full details, write eee 
Johns-Manville, Box TAA 

60, New York 16, il 
New York. PRODUCTS 
*Reg. U. S. Pat. Off. 
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inated. Where high carbons are de- 
sired, carbon control is easier; where 
medium carbons are desired, carbor 
control seems potentially equal witl 
sufficient experience; and on low 
carbon iron control seems more dif 
ficult, Silicon consistency can be mad 
to approach acid control, but is in- 
clined to be more difficult to con- 
trol because of the greater loss. Both 
the use of large proportions of ir- 
regular cast scrap and/or the use of 
much steel scrap with silicon added 
in concentrated form increase the 
risk of chemical variations irrespective 
of basicity. A high pig iron charge 
can not be beat for chemical and 
physical uniformity. Our experience 
has been that most of these irregu- 
larities from scrap and steel are suf- 
ficiently “smoothed out’ with a re- 
ceiving ladle of adequate capacity. 


Since iran chemistry in the basic 
cupola is largely dependent on slag 
chemistry, factors effecting slag 
chemistry require better control. The 
flux must be calculated, weighed and 
charged with as much accuracy as 
any ingredient. Consistent refractory 
practice, uniform charging, and con- 
trolled quantities of dirt and sand on 
the scrap are necessary for consistent 
slag control, because of their indirect 
influences on slag chemistry. With 
some experience, flux changes can be 
made to compensate for changes in 
the physical condition and cleanliness 
of the metal charge. Sand on _ un- 
cleaned foundry return requires ad- 
ditional basic flux and can be trouble- 
some in a basic cupola. 


Mechanical Properties On gray 
irons of comparable chemistry (with 
the exception of sulphur) routine 
tests at our plant have shown the 
properties of basic iron to be equal 
and generally, but not always, better 


than acid irons of reasonable sul- 
phur content. Sufficient data were 
not available on high-sulphur con- 
tents sometimes obtained from acid 


melting. The effects of carbon content 
and carbon equivalent are still mor 
predominant factors than the differ- 
ence between acid and basic melting 
A cupola operator inexperienced with 
basic tendencies is inclined to obtain 
higher carbons on his first heats 
These will naturally be of lowe! 
strength. With more experience and 
us-ng chill tests as the principal con- 
trol for the operator, we have found 
irons inclined to have lowe! 
carbon equivalents, which obviously 
improve strength. The basic irons 
generally inclined toward 
making possible a_ highe! 


basic 


seem less 


chill, 


strength chemistry at the same chill 


depth. These inclinations make it dif- 
ficult to compare properties without 
(Continued on page 259) 
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100% Alloy recovery 


WITH AJAX-NORTHRUP 
INDUCTION 
HEAT 


Ajax-Northrup furnaces are famous 
for their ability to give back what 
you put into them. They melt any 
metal with minimum losses, at high 
speeds, and with extremely ac- 
curate control of analysis and pour- 
ing temperatures. 





For example, a foundry using these 
furnaces to melt stainless steel for 
corrosion and heat resistant cast- 
ings reports the following figures 
on recovery of elements going into 
the make-up of 18-8 type alloys: 


Ni: 100% Cr: 99%, Mn: 90% 
Si: 94% Mo:95% Cb: 92%, 


Another Ajax user saves $60,000 a 
year: just by reducing chromium 
losses alone. Still another controls 
pouring temperatures within 20 
deg. F., turns out castings so per- 
fect that repair welding has been 
eliminated. 


Ajax-Northrup can save metals and 
money for you, too. Write us today 
for details. 


SEND FOR NEW INDUCTION 
HEATING AND MELTING BULLETIN 





ELECTROTHERMIC 
CORPORATION 


AJAX PARK 
TRENTON 5, NEW JERSEY 










Associate Companies 


AJAX ELECTRO METALLURGICAL CORP. 
AJAX ELECTRIC FURNACE CORPORATION 
AJAX ELECTRIC COMPANY, INC. 
AJAX ENGINEERING CORPORATION 
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EQUIPMENT .... <& 
slocks in the 


We proudly and sincerely state that we carry everything 
for the foundry and have built an enviable record for 
service. We are in a unique position to fill your orders 
with exceptional speed—a phone call, wire or letter will 
place any supplies cr equipment on your foundry floor 


quicker than you ever thought possible. 


DISTRIBUTORS FOR: 


BEARDSLEY & PIPER DIVISION 


Sandslingers—Sand Conditioners— 


Speedmullors 


BLACK, SIVALLS & BRYSON, INC. 


Steel Flasks 


CHAMPION FOUNDRY & MACHINE CO. 


Molding Machines—Core Blowers 


DELTA OIL PRODUCTS CO. 


Core Washes—Binders—Core Oils 


WM. DEMMLER & BROS. 


Core Blowers 


HARRY W. DIETERT CO. 


Sand Testing Equipment 


GENERAL FOODS CORP. 


Cereal Binder 


HARBISON-WALKER REFRACTORIES CO. 


Fire Clay and High Alumina 
Refractories 


INDUSTRIAL EQUIPMENT CO. 


Ladles—Shanks—Tongs 


INTERNATIONAL PAPER CO. 


Bindarene 


FROM THE SMALLEST 






PHILADELPHIA 
DEL. 








Within sight of the main line of the 
Penna. RR to New York to which we 
have direct connection... with easy 
access to all other roads via the 
belt line possessing shipside spurs 
as well... with loading and unload- 
ing facilities for numerous trailer 





trucks... we are unusually well 
equipped to get that “must” order 
off tonight. Wire, phone or write. 
Learn at first hand the efficiency of 
our service which has built the larg- 
est business of its kind devoted to the 
great Foundry Industry of the East. 






FOUNDRY SUPPLIES AND 


East! 


any; 
LAF our 3g 


...1F YOU ARE LOCATED IN THIS AREA 


| 


SEE US AT ATLANTIC CITY ... BOOTH No. 309-311 





IRONTON FIRE BRICK CO. 


Foundry Refractories 


JOHNSTON & JENNINGS CO. 
Molding Machines 


NATIONAL LEAD COMPANY— 
BAROID SALES DIVISION 


National Bentonite 


NEW HAVEN VIBRATOR CO. 


Branford Vibrators 


OREFRACTION, INC. 


Zircon Sand—Flour 


ITEM 


PITTSBURGH METALS PURIFYING CO. 
Soffel’s Flux 


STOLLER CHEMICAL CO. 


Akro Compound 


REDFORD IRON & EQUIPMENT CO. 


Redford Core Blowers 


STROMAN FURNACE & ENGINEERING 
co. 


Metal Melting Equipment 


WADSWORTH EQUIPMENT CO. 


Core Machines 


IN FOUNDRY SUPPLIES, TO THE 
LARGEST ITEM OF EQUIPMENT...ASK US ABOUT IT, ANY TIME 


PENNSYLVANIA FOUNDRY SUPPLY & SAND CO. 


ASHLAND & EAST LEWIS STREETS 


PHILADELPHIA 24 


Telephone JE 5-1012 
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(Continued from page 256) 
the influence of some of these other 
chemical differences. 

Table V shows comparative prop- 
erties on routine 1.20-in. bars. Twelve 
acid tests averaging .089 per cent 
sulphur were compared with basic 
irons of medium basicity that aver- 
aged .053 per cent sulphur. Although 
chill tests averaged the same, the 
basic irons had a slightly lower car- 
bon equivalent. Transverse strength 
and deflection on the as-cast bars, and 
tensile strength on the machined spec- 
imens were all higher on the basic 
irons. The strength-to-hardness ra- 
tio was better on the basic irons. 
However, the more favorable chem- 
istry should account for much of the 
difference. 

In order to minimize the difference 
in sulphur content, some of the lower 
sulphur acid irons were compared 
with some of the higher sulphur basic 
irons obtained when the cupola was 
operated with reduced basicity. These 
are shown in Table VI. With the 
chemistry more nearly comparable, 
the lower sulphur acid heats and 
higher sulphur basic heats showed 
less difference in properties. The 
basic tests showed slightly better 
transverse and tensile strength and 
a higher tensile-to-hardness ratio. 

Table VII shows some comparative 
tests made on test bars of varying 
diameters from % in. to 2 in. The 
moduli of rupture of the basic heats 
averaged higher on each size bar but 
to a greater extent and with more 
statistical significance on the smaller 
diameter bars. The tensile tests on 
basic heats averaged higher on the 
smaller 5g-in. and 7-in. bars, but 
were exactly equal on the 1.20-in. and 
2.0-in. bars. On the drop test the 
basic irons were better on three of 
the four diameters. These tests seem 
to indicate that the physical advan- 
tages of basic iron, like the chemical 
advantages, are greater in thin-sec- 
tion castings. The difference seems 
to be of little significance in heavier 
sections. 

A large number of tests and more 
careful statistical evaluation will be 
necessary to determine to what ex- 
tent the apparent improvement in 
properties is due to inherent qualities 
of basic melting, to differences in 
sulphur content, and/or to differences 
in graphitizing chemistry made pos- 
sible by basic melting and lower sul- 
phur. 

Summary—Experience at the au- 
thor’s plant has indicated that a basic 
cupola can be operated satisfactorily 
for foundry production. Several basic 
refractories and methods of applica- 
tion have been successfully used. 
Basic refractory costs may be ex- 
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pected to be almost twice as high 
as acid costs. Due to this refrac- 
tory cost and the increased silicon 
loss, basic operation cannot be jus- 
tified where sufficient materials of 
good quality are available to melt 
acid iron with no serious quality 
problems. However, the added basic 
costs have been easily offset in a 
number of different applications either 
by improved metal chemistry or use 
of cheaper or more available raw 
materials. 

With increasing experience chem- 
ical control of C and Si is becoming 


almost as good as acid practice. Sul- 
phur control is much better. More 
careful supervision is required on flux 
additions, refractory practice, and 
charge condition as they effect slag 
composition. Some attention must be 
given slag composition control and 
metal-slag contact. 

By control of flux additions and 
slag condition a basic cupola may be 
operated at any one of several lev- 
els of basicity. A mildly basic slag 
may be used with less complication 
where the primary objective is sim- 
ply a sulphur content not excessively 





AJAX-WYATT 
ELECTRIC 


FURNACE 


This line frequency induction 
furnace, so universally used in 
the wrought brass industry, is 
now, because of improved lin- 
ings, available for melting 
ferrous alloys used in the 
foundry industry. 











AJAX 








Associate Companies: 








ELECTRIC FURNACE CORPORATION 


1108 FRANKFORD AVE., PHILADELPHIA 25, PENNA. 


AJAX Electro Metallurgical 
Corporation 

AJAX Electrothermic Corp. 

AJAX Electric Co., Inc. 

AJAX Engineering Corp. 
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high for normal gray cast iron. 

Slags of higher basicity may be 
utilized to obtain lower sulphur, high- 
er carbon irons with quality advan- 
tages for some castings. Another ap- 
plication is the use of larger propor- 
tions of cast scrap, steel and/or poor 
coke with economic or availability ad- 
vantages. Basic melted iron has 
proved very suitable for nodular iron 
as well as many alloy and special iron 
applications. From a national con- 
servation viewpoint operation of a 
proportion of basic cupolas along 
with acid cupolas should enable the 
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took over 


Belt Conveyor Idlers 


Pre-Lubricated 











foundry industry to better utilize our 
poorer grade materials along with 
our diminishing select materials, to 
conserve manganese, and to reclaim 
scarce alloys from scrap. 
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Editor's Note: Further discussion of basic 
cupola operation is contained in a paper to be 
presented by Mr. Carter during the AFS In- 
ternational Foundry Congress in Atlantic City 
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For the first time—an idler 
to meet foundry conditions. 


Pre-lubricated with a high quality lubricant which stands up under 
high temperatures (melts at 378°), material and labor of lubrication 
are eliminated, belt life is prolonged, and other maintenance costs 


reduced. 


“TT RANSALL INC. 


Manufacturers of a complete line of Belt Conveyor Equipment 


105 North 11th St. 
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Birmingham 4, Ala. 


Work Injuries Increase 
In Foundry Industry 


Injury frequency rates in manu- 
facturing for the first 9 months of 
1951 averaged about 8 per cent higher 
than for the same period in 1950, 
according to preliminary reports re- 
ceived by the Department of Labor’s 
Bureau of Labor Statistics. 

Of the 137 industry classifications 
for which comparable data were 
available, 76 showed increases of one 
or more frequency-rate points for the 
first 9 months of 1951, compared with 
the same period in 1950; only 13 re- 
ported significant decreases; while 
48 remained practically constant. In- 
creases of 5 or more points were 
recorded by 21 industries, but only 
2 reported decreases of this amount. 

In blast furnaces and steel mills 
frequency rates were identical for the 
first nine months of 1950 and 1951 
averaging 5.7. In gray iron and mall- 
eable foundries during the same 
period, rate for 1950 was 32.9 and for 
1951, 36.4. Steel foundries showed a 
frequency rate in 1950 of 22.9 with a 
rate of 31.7 for first nine months of 
1951. In non-ferrous foundries the 
averages for 1950’s same period were 
24.0, and for 1951, 28.7. 


Book Review 


Proceedings of The Institute of 
British Foundrymen, Vol. XLIV, 1951; 
fabricoid; 479 pages 6 x 10 in.; edited 
by G. Lambert and published by the 
Institute of British Foundrymen, St. 
John Street Chambers, Deansgate, 
Manchester 3, England (Registered 
office: 49 Wellington Street, Strand, 
London, W.C. 2) 

Tne greater part of the present 
volume, 341 pages, is devoted to the 
14 technical papers and three com- 
mittee reports with discussion, pre- 
sented at the 48th annual meeting of 
the Institute at Newcastle-upon-Tyne 
June 12-15, 1951. The second part of 
the volume contains a selection of 11 
papers and discussion presented at 
branch meetings during the year. 

Supplementary features include a 
list of past and present officers and 
council members; also a list of recip- 
ients since the founding of the Oliver 
Stubbs gold medal, the E. J. Fox gold 
medal, the British Foundry medal, 
the Meritorious Service medal. Five 
members were awarded diplomas for 
papers presented originally before 
branch meetings and read at the re- 
cent meeting. The final list showed 
the year, author’s name and title of 
the Edward Williams lecture deliv- 
ered annually from 1935 to 1951. 

Aggregate membership of the In- 
stitute April 30, 1951 was 4773, com- 
pared with 4588 the year before. 
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HOW TO 
MOLD 
A LARGE 


from FOUNDRY, the writer came 

across an inquiry concerning 
the production of a certain aluminum 
ring casting. We have recently made 
a number of castings of approximate- 
ly the same size, and perhaps some 
may be interested in our 


L_ som ro over some old clippings 


readers 
methods. 

These rings were 52 in. in diameter, 
14 in. high, had a 2-in. flange on top, 
three lugs on the base, and a wall 
thickness of 15% in. On a previous 
order two years before they were 
made in a large three-part flask with 
the casting gated at the bottom and 
four large risers on top. In each 
case a certain amount of porosity was 
found in the wall of the casting under 
each riser, and considerable time 
was required to cut off the risers and 
grind the casting to shape after the 
risers had been removed. Metal yield 
was also very poor. 

This time it was decided to try a 
different approach—i.e. to make it in 
a two-part flask, with no risers. As 
is often the case with jobbing work, 
no perfect flask was available; there- 
fore the usual “taken for granted” 
foundry ingenuity had to be called 
upon. The only suitable flasks avail- 


By FREDERICK H. PALMER 
Neptune Meters Ltd. 
Toronto, Ont., Canada 


drag, and one 18 in. high to use as a 
cope—just large enough to allow a 
deep narrow gate all around the pat- 
tern. 

There were no pins in the flasks, 
but on the outside flanges of both 
parts were some 1-in. holes. These 
did not match up, but we found four 
holes which, with a little overlap, 
would take a %-in. bar, so we cut 
bars to use as loose pins. They gave 
a tight fit and worked very satis- 

















Metal entered mold through a ring 









































able were two cast iron middle 
parts—one 7 in. high to use as a runner and gates around bottom 
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A long plank suspended from the crane beam was drawn up tight against the 
When the plank was lowered the pattern came with it 


pattern in the cope. 
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factorily. The drag was laid face 
up on the’board and rammed up, the 
patter fi on it, the cope put on 
with th® toose pins in place, and wood 
bars cut to fit in the cope. This was 
a matter for some thought since the 
inside of the cope was straight cast 
iron with no flanges, and the only 
place available to wedge in a bar 
straight across the flask was the 4 in. 
above the pattern. 

Most of our sand weight was from 
the pattern to the corner of the flask, 
and to carry this we put boards 
across the corners about 3 in. from 
the pattern, nailing them as securely 
as possible to the bars across the top. 
We then lifted the cope off; all bars 
stayed in place. We wedged them a 
little more securely, then laid iron 
rods across the top of the flask and 
wired all bars to these rods. 

The bars were then thoroughly wet 
to make them swell as much as pos- 
sible, and thus hold more securely. 
The center part of the ring pattern 
was now rammed up firmly and well 
vented. Where the downgate would 
drop, a hard sand core slab was let 
into the drag and an aluminum pour- 
ing cup rammed on top of it, with the 
top edge level with the joint; this 
was to take the fall of the first metal 
and prevent possible erosion. The cup 
was temporarily filled in and the 
joint made. Next the pattern was 
well rapped, the cope clay washed 
and put into place, %4-in. of sand 
was sieved over the joint and then it 
was Well gaggered. 

About half the gaggers used were 
made from %-in. rod with a 1-in. 
bend on the top, to hook over the 
bars on the side of the box. A 1%-in. 
tube was inserted as the “downgate, 
4 in. of sand put in and rammed 
quite hard. Subsequent. ramming was 
firm, but not quite so hard, with 
good venting as it was rammed, and 
with a 2-in. vent hole putin the cen- 
ter of the cope. The:rapping of the 
pattern before the cope was rammed 
up, and the firm ‘Yamming of the 
cope, was done with the thought in 
mind of lifting the pattern with the 
cope. The chance had to be taken on 
this first mold that the pattern 
would lift without hooks.: This it did 
—also on each mold thereafter—and 
a very clean lift too. 

Because the cope had no _ inside 
flange and the bars were only wedged 

(Concluded on page 266) 
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“There Cd an \NTERNATIONAL for Every Jot" 


Internationals are designed and built 
by experienced Foundry Engineers, 
who have a practical knowledge of 
the problems of the foundry business. 
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E INTERNATIONAL 


The Big Features and Advantages of 
The International TYPE AN Machine 


@ Ideal for Short runs 
@ Designed for job work or for production work 








in any foundry 
@ Flexible — for either cores or molds 


@ Manufactured in sizes to cover your foundry 
needs 


@ Turnover Capacity — 1500 Ibs. to 14,000 Ibs. 


INTERNATIONAL TYPE JJR DOUBLE JOLT MACHINES 


Perfect Companions to the 
Type AN Machine. Rollers 
are an integral part of the 
machine for roll-off or roll- 
on — Jolt capacities 1500 
to 12,000 Ibs. 
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Chicago 


MOUNTED 


They" 


...NOW 
even better 


with 


74E Gono 


the new miracle 
grinding wheel bond 


Choose Chicago Mounted Wheels — 
bonded with 79E Bond —and you'll 
never buy any other! This tough new 
grinding wheel bond, exclusive with 
Chicago Wheel, has taken the indus- 
trial world virtually by storm, doing 
a better grinding, burring and finish- 
ing job faster. Greatest selection of 
sizes and shapes for every application. 
Best of all, deliveries are good .. . 
ready when you need them. Try 79E 
Bond Mounted Wheels. 


WRITE today for full information 
ond literature. It’s free. 


CHICAGO WHEEL 
& Mfg. Co. 


Dept. F + 1101 West Monroe Street 
Chicago 7, Illinois 
OFFICES IN PRINCIPAL INDUSTRIAL CENTERS 


266 






(Concluded from page 262) 

in, it was deemed advisable not to 
roll the cope over as usual, so it was 
placed, with the pattern still inside, 
on two steel trestles. Then the lift- 
ing beam on the crane was lowered 
so that the lifting chains, one on each 
end of the beam, came below the lev- 
el of the flask. A 6-in. plank was 
slid through one chain, under the 
flask and into the other chain; the 
beam was then hoisted until the 
plank touched the pattern. Two mold- 
ers now got under the flask and with 
rubber mallets rapped the pattern all 
round until it moved and was resting 
solidly on the plank. While still being 
rapped, the plank and pattern were 
gradually lowered the 14 in. neces- 
sary to clear everything. By this 
method we had very good draws— 
and very little finishing to do. 

The gate was cut in the drag and 
brushed with dry graphite. Vents in 
the center core of the ring were all 
scratched out to connect with the 
2-in. vent hole in the center of the 
cope. All around the top rim of the 
casting a %%-in. wire was pushed 
right through the cope, and out the 
other side. Loose sand was blown off 
and paper laid all over the top, then 
loose sand was laid all over the pa- 
per. A 1%4-in. tube was placed in the 
downgate, and bench molding flasks 
(12 x 16 in.) placed around it to a 
height of 24 in. These were rammed 
up and a good-size pouring basin cut 
into the top. 

The mold was closed, metal well 
fluxed and allowed to stand for some 
minutes, then cast at 1350° F. No 
plug was used as the large runner 
head enabled us to choke the gate. 
When some metal came through the 
vents, casting was instantly stopped; 
a few shovels of sand on top of the 
cope prevented too much metal run- 
ning over the cope. This was pulled 
off after a few moments. The casting 
was allowed to stay in the mold over- 
night. 

Made in this way, the metal yield 
was excellent, molding time was 
good, and very little cleaning time 
was required. Each casting retained 
its shape perfectly and machined up 
to a fine finish. Weight of the cast- 
ing was 350 lb. 


Booklet Describes Foundry 

Texas Electric Steel Casting Co., 
Houston, Tex., has published a book- 
let describing various phases of its 
operation and portraying some of the 
castings it produces. Included are 
definitions of foundry terms and 
tables and charts showing properties 
and specifications of various steels. 
The booklet is printed in three col- 
ors and is profusely illustrated. 














Foundry Refractory 
COSTS CAN 


BE CUT! 


- ++ Know the right 


refractory for the job! 











Send for the new, complete 
bulletin on REMMEY 
Foundry Refractories— 


..an informative, 2 color | 
bulletin covering the entire | 
line of REMMEY Refrac- 
tories for the Foundry | 
industry. Silicon Carbide, 
Mullite, ‘Aluminum Oxide, 


Ramming Mixes, etc. 


A request on your company 


letterhead will bring it to you! 


Dependable 





RICHARD C. REMMEY SON CO. 
Philadelphia 37, Pennsylvania 


Manufacturers of Silicon Carbide, Mullite, 


Aluminum Oxide, Zircon and Clay Refractories 
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75% SAVINGS Stier Seace! 


PALLETAINER sides fold down 
to 25% of opened: size for 
storage and space-saving 
returns—favorable rates promote 


PALLETAINER shipping. 


@ USP PALLETAINERS produce actual, 


provable economies and permanent 


cost reductions. Constant use over years, 
carrying 4000 pounds and over, demon- 
strate their ability to take plant punish- 
ment. They are readily available in 
Standard, Heavy Duty and Extra Heavy 
Duty for handling loads of 2000, 4000 
and 6000 pounds. For utmost in service 
and economy specify USP PALLETAINERS. 
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NEW Locking Device holds sides 
securely regardless of load, can- 
not be released accidentally or 
lost in shipment. 


NEW Malleable Iron Legs incorporate a wide throat for 
fast, easy stacking with welded base construction to form 
a supporting section that is practically indestructible. 


UNION STEEL 
PRODUCTS COMPANY 


_ Materials Handling Division 
»* ALBION, MICHIGAN 





Adventures of 


BILL 


By PAT DWYER 
Ilustrations by RICHEY 


HILE I was busy speculat- 
ting on how to 
minimum amount of physical 

effort to the hanging of a swing- 
ing seat on the back porch of the 
little cot in the dell, Bill came prowl- 
ing around and generously offered 
to lend a hand. 

“You have been hatching 
problem for a month,” he said, ‘‘and 
at your present rate of progress you 
may—I don’t say you will—but you 
may have the job finished about the 
time Santa Claus parks his sleigh in 
your driveway next winter. Maybe 
I had better take that back and use 
some other comparison. In the good 
old days, a bet on Santa’s appearance 
on schedule was as good as money in 
the bank or wheat in the bin. Under 
present conditions I doubt if Lloyd's 


apply the 


on that 


of London would risk a penny on his 
appearance this coming Christmas. 
side me boy, 


“Kindly step to one 


and let an old 
show you how to swing a 
Well, I did and he did, and now I 
live in the hope he will come around 
next fall and—with equal enthusiasm 

help me take down the swing and 
put it away for the winter. Naturally, 
of course, I expect to do my share of 
the heavy work. 


professional swinger 


swing.” 


However, hanging the swing is only 
the battle. It must be tested 

working conditions to adjust 
any little discrepancies in balance 
and motion. We sat down comfort- 
ably side by side to enjoy the pipe of 
peace and, incidentally, let the rest 
of the world go by. ’Tis a very sooth- 
ing occupation. Bill proceeded to ex- 
plain that we needed a period of rest 
and relaxation. 

“Next week,” he “we'll be 
caught up in a whirl of activity with 
foundrymen and their ladies pour- 
ing into Atlantic City by every mode 
of conveyance with the possible excep- 
tion of the covered wagon. Accord- 
ing to advance publicity this will be 
the largest and most gorgeous crowd 
of foundrymen ever gathered to- 


half 
under 


said, 


gether at one time in one place. Great 
doings are projected for every day 


and every night, with overtime jobs 
Saturday Sunday. So far as I 
can see feature has. been 
omitted.” 


and 


only one 























“You have better eyes than I have 
Bunco Tim. I have looked over thi 
program and my only wonder is how 
it possibly can be staged in one week 
with time and a half and double time 
on Saturday and Sunday.” 

“Well,” Bill said, “T’ll tell you. To 
start the thing off with a bang’ in 
the well known and popu’ar American 
tradition I should like to see the boys 
lined up four abreast the first morning 
at the far end of the board walk. 
Then have them march up to the 
convention hall with a rousing band 
at the head and tail and with a few 
more bands sandwiched in here and 
there about three blocks apart. Let 
all the permanent and temporary in- 
habitants know we are in town, ready 
to take it apart and see what makes 
it. tick,” 

“The idea,” I admitted, ‘‘has its fine 
points and reflects great credit on 
your original and inventive faculty, 
but you have overlooked one point. 
Trifling, it is true, but one _ that 
I am afraid would prove embarras- 
sing. Outside of a few horny hoofed 
individuals like yourself, you could 
not coax, persuade or even bribe any 
person to march that distance or, as 
the boys say, any fraction thereof. 
You can count me out right now. In 
the regular course of events I ex- 
pect to walk at least 211 miles during 
days and nights we are 
in Atlantic City. In all fairness I 
submit that is enough walking’ for 
any ordinary human being.” 

“With your gift of imagination you 
be writing fiction instead of 
working for a living. I'll lay you 
odds of 7 to 1 in any reasonable 
amount up to 4 bits that if you attach 
a speedometer to one of your bandy 
it won’t register a total of 10 
miles for the entire Half of 
that distance will represent exploring 
trips for out of the way eating houses 


the seven 


should 


legs 
week. 


and most of the remainder will b¢ 
consumed getting into and out ol 
wheel chairs. 

“You should welcome the _ op 


portunity of taking long walks, o! 
stretching the legs, of filling th 
lungs with great drafts of the briny 
breeze, spume and_ spindrift laden 
with salt whistling in from the open 
ocean, and the only feature that— up 
to the present—is still free. You kee} 


on at the rate you are going and 
the first thing you know the old 


dogs will quit cold on you some (a) 
in the not too far distant future. You 
will have to hire a handy lad to push 
you around in a whee! chair.” 

“Bill,” I said, “if you were a rea 
sonable human being, which you ar 
not, I could present at least 47 argu- 

(Continued on page 272) 
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MULTI-MIXER 
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THE SECRET 


of the New Multi-Mixer 


PERFECT MIX 


is the patented, scientific 
arrangement of the paddles 





IT KNEADS, AS IT TURNS, AS IT RUBS 
10-TIMES FOR EACH REVOLUTION 


= 
= MIXES IN 4 MINUTES * DISCHARGES IN '/2 MINUTE! 
44! 






@ ‘Better Mixes'’. . . at a lower cost. That's why you'll be interested in the new 
MULTI-MIXER, Model AG. This is a completely new model... designed and 
built with the experience and knowledge gained from 1500 units now in opera- 
tion. Here is a compact, efficient mixer in a range of sizes from 3 to 60 cu. ft. 
capacity. We believe it to be the most modern equipment of its kind on the 
market today...for better cores... better castings, write for complete details. 


Wote these time sauing features: 












@ Completely Self-Contained ®@ Safety Guards Included 
@ Low Installation Cost ® Quick Acting Discharge Door 
ee , @ Rubs, Turns, Kneads — 10 times in Each 
@ Anti-friction Bearings . 
; ; Revolution 
© Direct Drive Motor © Equipped with Manganese Wear Resistant 
@ No Clutch or Belts Liners and Paddles. 










MULTI-MIXERS are sold only thru nationally known foundry and 


equipment dealers. 





Consult your supply dealer or write direct 








MULTIPLEX MACHINERY CORP. “ciic" 





How to he Indispensable to all 


Castings come first. 


Castings mean mining and oil-drilling machinery—freight cars and locomotives— 
looms and lathes—rolling mills and bottle machines; and so ad infinitum. 


To an extraordinary degree castings come first—for no industry can manufacture its 


producing equipment without castings. 


The Foundry Industry is indispensable to America’s industrial economy. 


“Better Castings, Cheaper, 
Under Better Conditions”’ 


The function of Hydro-Blast is to be fundamentally 
useful to that Indispensable Industry—to enable 
foundries to make better castings, cheaper, under 
better working conditions. 


HYDRO-BLAST = Originator 


Hydro-Blast originated the water-sand-blast method 
of cleaning castings. That method has had, will con- 
tinue to have, wide use in foundries. In core knockout 
and surface cleaning, it produces cleaner castings, in a 
fraction of the time and at a fraction of the cost of 
older methods; and it is completely dustless. 


Hydro-Blast originated a method of reclaiming ref- 
use sand—a method that is commonly recovering 85 
to 90 per cent of sand formerly dumped as refuse. 
Savings effected by many sand reclamation systems 
are repaying the entire cost in less than two years. 


Hydro-Blast has evolved and proved a method of 
removing dust from air by means of high-velocity 
water jets. Results are extraordinary. 
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At the Foundry Show : 
Booth 1217 


2550 NORTH WESTERN 


Continuous research in those three areas of useful. 
ness is a basic element of Hydro-Blast service—re- 
search aimed at constant improvement of methods 
and of mechanisms to implement the methods. 


Each Installation 
a Custom Job 


From the nature of the foundry business, it has never 
been practicable to build a “package’’ Hydro-Blast. 
Every installation since Hydro-Blast was established 
has been an individual and specific problem subject to 


special engineering study. 


Thus Hydro-Blast usefulness is measured by the 
thoroughness of Hydro-Blast engineers in appraising 
the problem and the effectiveness of their solution for 
it. That they have done a consistently good job is 
indicated by the partial list of leading businesses that 
use Hydro-Blast. 


Since 1934 the motivating purpose of Hydro-Blast 
has been unchanged: To be economically indispensable 
to an Indispensable Industry. 
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INDISPENSABLE INDUSTRY 





PRODUCTS OF 


Wet Sand Reclamation Systems 

Wet Blast Castings Cleaning Rooms 
Wet Blast Castings Cleaning Cabinets 
ul. Wet Blast Castings Cleaning Barrels 


ds 


Advance Foundry Co. 
American Manganese Steel 
American Steel Foundries 
Black-Clawson 


cr Bucyrus-Erie 
t. Carnegie-Illinois Steel 
ad Chicago Pneumatic Tool 
to Clark Bros. 
Cooper-Bessemer 
Crane 
ne John Deere 
’ Dominion Engineering (Montreal) 
‘ Erie Engine & Mfg. Co. 
5 Erie Forge 
B Fahralloy, Ltd. 
at Fairbanks- Morse 
Fiat (Italy) 
Frick Company 
st General Electric 
le General Iron Works (Denver) 


General Metals 


BLAS \ 


WIGAGO AT, VEN ONS 
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HYDRO-BLAST 


Continuous Blast Cieaning Units 
Wet Blast Deburring Equipment 
Wet Blast Descaling Equipment 


Dust Knockout Systems 


A PARTIAL LIST OF HYDRO-BLAST USERS 


General Motors 
e Cadillac 
e Central Foundry Division 
e Fabricast 
Gisholt Machine 
Gould Pumps 
Greenlee Bros. 
Haynes Stellite 
F.S. Lloyd, Ltd. (England) 
Lynchburg Foundry Company 
Massey Harris 
National Bearings Metal (Brake Shoe) 
National Malleable & Steel Castings 
Ohio Steel Foundries 
Renault (France) 
Standard Steel Works 
Toledo Machine & Tool 
U. S. Naval Gun Factory 
U. S. Navy Yard, Brooklyn 
U.S. Navy Yard, Pearl Harbor 
U.S. Navy Yard, Philadelphia 
Westinghouse Electric 
Worthington Pump. 








CORPORATION 





FOREIGN REPRESENTATIVES 


England, Norway, Sweden, Denmark and Finland— Pneulec Limited, 
Licensee, Smethwick (near Birmingham) England 

France, Belgium and Switzerland—R. Dureuil, 78 Rue Anatole France, 
ievallois, Seine, France 

Germany— Alfred Gutmann, Volckersstrasse 14-20, Hamburg-Altona 
1, Germany 

Spain—Talleres Auxiliares De Fundiciones S.L., Apartado 10, 
Zarauz (Guipuzcoa) Spain 

Italy— Azeta, Viale Tunisia 41, Milano 
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(Continued from page 268) 
ments to prove that you and all the 
other exercise sharks are wrong. Who 
die, who are crippled, who are all in 
before the half century mark? The 
famous athletes my lad! Ordinary 
common sense, if you had any, should 
tell you that a man who takes care 
of his feet will have the use of them 
longer than the man who continually 
pounds the life out of them. Remem- 
ber what Poor Richard said: Take care 
of your dogs and your dogs will tak« 


care of you.” 
Richard, hey? Oh! You 


“Poor 


mean the Philadelphia almanac guy. 
He seemed to know something about 
nearly everything, well, with the pos- 
sible exception of the foundry.” 

“You are wrong, as usual,” I said. 
“He invented the Franklin stove. An 
invention which involved the produc- 
tion of castings in a two-part flask, 
cope and drag, instead of the former 
method confined to casting flat plates 
in open sand molds. If Ben were 
alive today he would be in line for a 
gold medal and honorary life mem- 
bership in the American Foundry- 
men’s Society.” 
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FOUNDRYMEN know the value of using Buckeye 
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Silica Firestone in their cupolas. On-the-job tests ‘defi- 
nitely prove that it is the best refractory material that 
(oro vel ol -Mbt-{le MMMM Jeo CMD Lic Coyelei-) ai lorjetelemesblodbtel-. Mout melon set 
time ... that natural stone like Buckeye cannot be sur- 
passed for service where heat stresses are present. 
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to consult with you. 
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1740 E. Twelfth St. 
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“By a curious coincidence,” Bill 
said, “I had a letter around Christ- 
mas time from a lad who was think- 
ing of submitting a paper at this 
coming convention. He complimented 
me by asking me for an opinion on 
the subject and his method of treat- 
ment. Kindly bend one of your long 
ears in this direction. I am not go- 
ing to read the entire paper, just th¢ 
title. 

“‘Dear Bill: Following a rather 
severe session of fasting and prayer 
and in preparation for the conven- 
tion in Atlantic City I burned a few 
gallons of midnight oil and composed 
a rather simple and elementary paper 
entitled The lLackadaisical Lateral 
Relationship Between the Liquidus 
and the Eutectic, Above, Below and 
Between the Critical Ranges as Laid 
Down By Our Beloved President in a 
Recent Message to the Faithful: Grab 
What You Can Get. This Won’t Last 
Forever, and Keep Your Big Silly 
Trap Shut.’” 

“A truly modest lad,” I comment- 
ed, “and a credit to our profession 
which always has been noted fo: 
modesty in word and deed. I trust 
you removed the hide as gently and 
painlessly as possible, before nailing 
it to the-door of the old red barn.” 

“No skinning and scalping in this 
deal. I had seen some of the ola 
boy’s work many years ago when h¢ 
and I were members of the Associat 
ed Foundry Foremen. I simply picked 
up the ball and threw it back to him. 
As gravely as the subject warranted 
I pointed out that the paper was too 
simple and elementary. In my well 
considered opinion the erudite, tech- 
nical and critical audience wanted 
something more advanced, something 
more in line with the familiar found 
ry legend about the molder who made 
five castings, ali bad. When the fore- 
man in the usual polite and tactful 
manner requested an explanation of 
the remarkable performance, th 
honest yeoman answered him simply, 
truthfully and courteously. ‘One 
dropped’ he sez, ‘one flopped, one ran 
out, one was poured short and the 
other was just a plain waster!’ 

“Recently I had another and a dlil- 
ferent type of letter from a man who 
wrote at some length as follows: We 
have made planer table castings fol 
many years without defect of an) 
kind. These castings, 4 x 14 ft, are 
molded and cast with the face in the 
drag and the ways in the cope. R 
cently we have found small cracks 01 
tears in the drag face. The cracks 
do not appear until the standard fin- 
ish allowance of 14-in. metal hag been 
removed. Each crack is about !2-1n. 
in length and penetrates to a depth 
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between 1 and 11,-in., where it opens 
up to a considerable extent. Num- 
ber of defects per casting varies from 
one or two up to as high as a dozen 
or more. We have tried different 
metal mixtures and different types of 
blacking. We have raised the per- 
meability of the sand, but without 
effect. 


the venting, construction and com- 


At present we are changing 


position of the lightener cores to ce- 
termine if they are responsible for 
the trouble. 

“That is the end of the quotation 
and seems to present the salient fea- 
tures of the problem in a fairly satis- 
factory manner. However, I have 
noticed that an actual face to face 
discussion is better than any written 
description. 

“The form of defect known as -a 
hot tear is much more prevalent in 
steel than it is in gray iron castings. 
For that reason it has been discussed 
more freely among steel foundrymen 
than among men engaged in the pro- 
duction of iron castings. An exten- 
sive paper on the subject by Briggs 
and Gezelius was presented at a 
foundry convention several years ago. 
The paper, with written and oral dis- 
cussion by several prominent steel 
foundrymen, is incorporated in the 
Transactions of the AFS, vol. 41, 1933 
commencing on page 385. However, 
it is only fair to point out that the 
paper is largeiy theoretical. One 
commentator, as well known for his 
wit as for his erudition and elegance 
of language, remarked that while the 
paper might be read in considerably 
less than an hour, a proper discus- 
sion of all the features easily might 
require ten hours. 

“In the present instance and from 
a practical shop viewpoint I am in- 
clined to the opinion that the com- 
position of the meta! and, to a cer- 
tain extent, the rigidity of the cores 
are responsible for the hot tears. This 
opinion is based principally on the 
fact that these and, presumably, sim- 
ilar castings were made for many 
years without any trouble. Foundry- 
men generally are familiar with the 
fact that two irons of the same analy- 
Sis may show wide variations in phys- 
ical properties. Some irons—for ex- 
ample, those used in ingot molds 
will withstand repeated heating and 
cooling, 


other irons of 


while castings made from 
approximately the 
Same analysis will crack with the 
first heat. It is reasonable to @s- 
sume that, under former conditions, 
the iron poured into planer tables 
was of a character that stretched a 
little instead of cracking. The pro- 
posed plan to render the cores more 
readily collapsible may solve the 
problem. With a hot short iron, the 
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A Chronology of...- RADIUM 


1 930 First commer- 
catecinedl . ¢ 
cial use of 


gamma rays; radiograph made 
of sternpost of cruiser ‘‘Ches- 
ter’’. 


1 9 3 5 First purchase 
mm of radium for 
industrial radiography by West- 


inghouse; bought from Radium 
Chemical Co., Inc. 


1 9 3 8 AFA question- 
= naire revealed 


that 8% of steel casting men 
used radium radiography. 


1 941 22% of steel 
— 

casting men 

bought, rented, leased ‘or em- 


ployed radium for radiographic 
purposes. 


1 946 150 steel found- 
= ries rented or 


leased radium. 


1 947 American So- 
— ciety for Test- 


ing Materials issued Radio- 
graphic Standards for Steel 
Castings. (Gamma Ray). €E71- 
47T 


1 94 8 200 steel found- 
= ries rented or 


leased radium. 


1949 Revision of 
“== the U. S. Navy 
Universal Exposure Calculator 
for Radium Radiography by N. 
A. Kahn, E. A. Imbembo and 
J. Bland, New York Naval Ship- 
yard, Brooklyn, N. Y. 


1 9 50 250 steel found- 
= ries rented or 


leased radium. 





RADIOGRAPHY 


Large number of castings being radiographed simultaneously 


Radium radiography has improved pro- 
duction of steel castings and effected 
economies. The apparatus is simple, re- 
quires no special training to operate, is 
portable, and most important, involves 
no capital expenditure. The apparatus 
may be bought, leased or rented. In- 
vestigate our claims, and write today for 
additional information. 


RADIUM CHEMICAL (CO., INC. 


New York: 161 East 42nd St. Chicago: Mar- 
shall Field Annex Bidg. Los Angeles: 3723 Wil- 
shire Bivd. 




















SEMET-SOLVAY 
FOUNDRY COKE 


In trouble?—Semet-Solvay metallur- 
gists are practical foundrymen who will 
always be glad to help with your melting 
problems. Take advantage of their broad 
experience and get the most out of your 


Semet-Solvay coke. 


SEXNIET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI + DETROIT + BLU EFE ALO 

In Canada; SEMET-SOLVAY COMPANY, LTD., TORONTO 
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— It’s the 
Unusual Features of 


CHAPLETS 


that Insure Instant Fusing 
jin any Casting 





‘ 
| 





7, the sharply cut “thread stem” design 
that insures instant fusing. Metal melts at the 
edges first, that’s why the sharp edges “burn in” 
quickly and completely to insure instant fusing 
which results in freedom from leakers. As the 
fusing cycle slows up through the base of the 
thread and into the stem itself, there is ample 
time for adequate and proper core support. Here 
is a design where fusion takes place at exactly 
the right speed to give you both instant fusion 
plus proper core support. 


Write for Samples and Prices 


Milwaukee Chaplet & Mfg. Co. 


1025 SOUTH 40th STREET * MILWAUKEE 4, WISCONSIN 
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resistance offered by a set of rigid 
cores may have caused the metal to 
crack. 

“Attention is directed to another 
possible contributory factor, the posi- 
tion of the casting in the mold. Metal 
thickness in the drag face is greater 
than the thickness of metal on the 
opposite or cope face. The compara- 
tively thin upper side, also the inte- 
rior brackets and cross braces, cool 
more rapidly than the thick section 
and thus prevent proper directional 
solidification. The pattern’ should 
have been designed and drafted to be 
molded with the thick part on top 
Heat radiates more rapidly from the 
top of a casting and for that reason 
the casting has a chance to cool more 
uniformly. 

“A minor feature, but one that is 
of some importance if you must con- 
tinue molding the job as at present, 
is the position of the gates. Presum- 
ably the mold is gated at or near the 
bottom at one or at both ends. This 
accentuates the problem of direction- 
al solidification since the hottest 
metal is in the bottom or thick por- 
tion, while the coldest metal is in the 
top or thinner part. As a partial 
remedy the metal might be poured 
through a number of small pop gates 
on the top. 

“A small piece of the casting which 
arrived after the foregoing was writ- 
ten suggested another solution of the 
problem. The character of the cavity 
indicated that it was produced by a 
jet of steam or gas that may have 
come from the sand in the drag or 
from the T-head bolt cores. Prob- 
ably a considerable amount of gas 
entered the metal. The greater part 
passed through and escaped, but 
small amounts here and there were 
trapped and held in suspension, Im- 
mediately below the resulting cavities 
the casting skin was weakened. Pre- 
sumably the pattern is cambered to 
offset the natural warpage. The solid 
metal holds while the casting is 
springing from a cambered to 4 
straight line, but the weak area be- 
low the cavity cracks. 

“The obvious remedy is to vent the 
drag more thoroughly whether it is 
green sand or skin dried. It may be 
advisable to check on the coke bed 
and on the permeability of the fac- 
ing and backing sand. A coke bed 
that is used too often becomes choked 
with sand and loses its efficiency. It 
might be well also to check up on tht 
method of setting the long slot cores 
in the drag face. <A careless or ig- 
norant molder may drop these cores 
into place without first using a vent 
wire between the bottom of the coré 
print and the coke bed.” 
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THERE ARE MANY 
OTHER ADVANTAGES 
OF DUPLICAST, TOO! 


e Save up to 80% on core 
box replacement costs. 


eFins in castings are elimi- 
nated because of exact 
duplication of accurate 
core box cavities. 


@ No sampling or checking is 
necessary when a new core 
box is put in production. 


e There is substantial reduc- 
tion in scrap. 


eThere is substantial in- 

crease in core production 
over cast iron boxes for- 
merly used. 


om 


Can Stop 


ostly Interruptions of 
Core Production Schedules 
with 





"The Expendable Core Box'’ is exactly what this slogan implies —because with 
Duplicast it is cheaper to replace than to repair a core box—and you keep 
extra core boxes on hand at all times. Duplicast is the ideal core box for high 
production schedules and for complicated irregular contoured shapes and cav- 
ities which otherwise are costly to replace or repair. Duplicast core boxes are 
made of a wear resistant aluminum alloy by a patented method in which a 
permanent hob, or mandrel, is used to duplicate any number of core boxes or 
dryers of exact dimensions within plus or minus .003 inches within a distance 
of 12 inches. Every Duplicast core box is produced with a mirror-like finish in 
the cavities without hand finishing or tooling of any kind. Here is the answer 
to the problem of keeping core boxes in repair. 
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2625 W. Belmont Ave. - 
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Chicago 18, Illinois 


$ — MAIL COUPON TODAY 





) FOR MORE DETAIL 


| Industrial Pattern Works ; 
2625 Belmont Avenue—Chicago 18, Ill. 
| Gentlemen: | am interested in Duplicast and would like further | 
| information. | 
1 (© Send Bulletin D-1. (C Have representative call. | 
| Nome__ eee ee a ee ore Be : 
4 $ CL — armnnnmnnaine fl 
So a — pe ie eas 
ee 4. 
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Nonferrous Cleaning Room 


(Cont.nued from page 1&9) 


ings is reduced. This, plus the com- 
bining of certain operations, will heip 
to reduce the time necessary to proc- 


ess castings. For instance, since the 


core knockout operator must handle 
each gate of castings, why is it not 
possible for him to sort the different 


icems? Carrying this idea further, it 
is possible to process castings through 
the cleaning room the same day they 
are cast. 

Naturally, such items as navy or- 
ders disrupt the sequence of cleaning 
room operations since these castings 
must be kept separated by heat num- 
bers pending release by the navy in- 
spector. For such work, adequate 
cleaning room space must be provided 
to assure storage and easy 
identification of orders requiring test 
bar approval. 

While the punch press can combine 
cut-off and grinding operations, most 
castings are either too large or too 
complex to be pushed through a die. 
For such work the cutter or 
the band saw is employed. The sprue 
cutter consists of an_ electrically 
driven flywheel from which energy is 


proper 


sprue 


transmitted through a cam and an 
eccentric to a knife edge. The run- 


knife-edge anvil 


knife de- 


ner is placed on a 
and is cut as the 
scends. The band 
range of cutting 
ments to the size of cut and composi- 
tion of the material. 


upper 
saw provides a 


speed for adjust- 


A free flow of gates to the saw, and 
a convenient method of getting the 
from that work sta- 
otherwise excessive 
labor in handling the material wll 
prove costly. The saw will follow 
the outline of a casting with just one 
and eliminating the second pass 
saving. 


casings away 
tion, is a must, 


pase, 
to remove a 
Cutting speeds for such compositions 
bronze 


riser is a cost 
as Silicon bronze, 
and aluminum permanent mold cas’- 
ings are low, used with a 
heavy feeding pressure to prolon 
tcol life. However, if a smooth finish 
is important it is advisable to use a 
high velocity and a 


manganese 


and are 


fine-pitch saw, 
light feeding force. 

Thin, abrasive cut-off whee!s offer 
another method for cutting through 
metallic materials quickly. These 
wheels are made in various thickness- 
es and diameters for all types of 
work, and are capable of operating at 
speeds ranging from 9000 to 16,000 
sfpm depending upon the material be- 
ing cut and the quality of the ma- 
chine being used. 

As a rule, the fastest cutting can 
be obtained by using a coarse, hard 
wheel; however, this type of wheel 
leaves burrs and will generate enough 
heat to discolor the metal. For a 
good finish, a softer and finer whee! 
generally is used. When possible it 
is advisable to uSe as coarse a grit 
and as hard a grade as operating con- 
ditions permit. This will assure max- 
imum wheel life and the best overall 
efficiency. For brass and bronze work 





Nelsen, Denmark; 
Claf Ruyter, Norway; 


S. Seyhun, Turkey; 
L. Andre, Sweden; 


Denmark; 
Norway; 





MSA DELEGATES from Turkey and the Scandinavian countries 


of making industrial safety equipment. 
and inspectors in their respective countries. 
Tor Arnevag, Norway; 
T. A. Willson, president of Willson Products; J. 
Perzella, U. S. Department of Labor; 
H. Nielson, Denmark; 
A. Malver, Denmark, and M. Pelow, Sweden 


recently 
visited Willson Products Inc., Reading, Pa., to observe American methods 


The visitors were safety directors 
Left to right, are: Anders 
Gregers Koefoed, Denmark; 


F. Altinel, Turkey; . Dreyer, 
B. Kristoffersen, 








a resin-bonded, medium grain size, 
silicon carb.de or alundum wheel hav 
ing a hard, open structure seems to 











give good results. 








After cutting off the gate as nea 









as possible to the casting, the re- 
maining excess metal must be re- 


moved. Unlike the precision grinde: 









whose machine and work movements 
are fixed, and whose degree of metal 
removal can easily be stancardized, 
the snag grinder’s efficiency is whol- 
ly influenced by the operator’s judg- 
ment. The floor stand grinder, usual- 
ly a wheel spindle connected to a 
power source at its center, has a 
grinding wheel attached to each over- 
hanging end. The rough grinding 
wheels may be supplemented by two 
finish grinding wheels, all on the 
same spindle. The -operator thus 
rough and finish grinds a casting by 
moving from one wheel to the other. 

The rough wheel for brass and 
bronze usually varies from 14 to 36 
in. in diameter and can be either 
vitrified or resinoid bonded. The 
former has an upper limit of 6500 
sfpm; the latter 9500 sfpm. 



























Factors Influence Efficiency 






srinding efficiency is influenced by 
operator fatigue, which in turn de- 
pends upon such conditions as cast- 
ing size, weight and shape, amount 
of handling required, work move- 
ments necessary, and machine vibra- 
tions. Since the floor stand grinder 
requires the operator to take the 
work to the wheel face, and actually 
employ body contact to exert in-feed 
pressures, any machine vibration will 
be transmitted to the operator. Ex- 
cessive work contact pressure 
through use of levers or pressure bars 
will result in high maintenance cost 
motor and drives. 





























due to overloaded 


The brass cleaning 
more or less similar compositions in 
its castings, does not experience un- 
equal grinding wheel wear from dif- 
ferences in metallurgical formula but 
rather from differences in operator's 
techniques and _ physical makeup 
Should unequal wear in wheel diem- 
eters occur, proper adjustments can 
on the multi-speed wheel 
spindle. When a wheel glazes over, 
the cause is either too hard a wheel 
or too fine-grained an abrasive. In 
dressing such a wheel, both produc- 
tive grinding time and abrasive ma- 
terial is lost. A good operator can 
perform his own dressing by chang- 
ing his method and area of grinding 
on the wheel; similarly, a wheel can 
be trued if concentrated grinding has 
grooved it badly. The proper educa- 
tion and supervision of grinder op- 
(Continued on page 278) 
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OSBORN FOUNDRY VIBRATORS 












Chromium Plated Bore 





Forged Steel Hardened and Ground 


dened Nickel Steel Piston 


iking 









ace 





Chrome Vanadium 
Steel Spring 


NEWSTANDARDSFORPOWER, | * rorevery NEED 


DEPENDABILITY, ECONOMY 


® Greater power in proportion fo size. 















@ Long life with chrome plated bore and MATCH 
PLATE VIBRATORS 


hardened pistons. %", %" and V”" SIDE MOUNTING VIBRATORS 


“ P ° +. m%” d 1%” 
@ Economical on air consumption. ae 


® Greater dependability... more freedom from 
sticking. 


BSOLUTE vibrator dependability is vital to contin- SIDE MOUNTING 
VIBRATORS 


uous efficient mold production. To achieve this 2” and 24” 





result, Osborn has developed this improved design to 
operate hour after hour, day after day under the severest 


ANOTHER 
EXAMPLE OF 
OSBORN LEADERSHIP 


ing machine production. Available from Cleve- AND ADVANCED can Seaeininiad ainnaeeen 
land stock. ' ENGINEERING 1%”, 2” and 24” 


~SBORS 


MOLDING MACHINES CORE BLOWING MACHINES INDUSTRIAL BRUSHES 


TRUST TELL AOA TN 
5401 Hamilton Avenue Cleveland 14, Ohio 


foundry conditions. Built of the finest quality materials 
and precision workmanship, Osborn’s vibrators 









provide a low cost insurance for maximum mold- 
































“BRANFORD” 
Engineers 
Have Earned 


Their Ph. D. 


(FOUNDRY DOCTOR) 


Yes—long experience deal- 
ing with every kind of vibrating 
problem has made “BRAN- 
FORD” engineers specialists in 
this important branch of metal 
founding. 


When you have a problem— 
a difficult flask shakeout—an 
unusual pattern draw, 
don't use valuable time ex- 
perimenting—put the problem 
up to “BRANFORD”. 


Phone us if necessary and 
we will gladly help you solve 
it. Chances are, that although 
the problem may be new to you, 
it is similar to one we have 
already encountered — and 
licked. So—when in trouble— 
call the doctor—the ‘“BRAN- 
FORD” Foundry Doctor. 


Quotations gladly furnished 
on all your vibrator needs, 
just send us your specifications. 
Have you received 
our “BRANFORD” 
vibrator catalog? 


etc., 
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NEW HAVEN VIBRATOR COMPANY 
131 CHESTNUT ST., NEW HAVEN, CONN. 


SPECIALISTS IN PNEUMATIC 
VIBRATING EQUIPMENT 
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(Continued from page 276) 
erators is essential in reducing over- 
all grinding costs. 

Where stock removal is light, or 
where inaccessibility does not allow 
the operator to remove the excess 
stock, the portable grinder can be 
taken to the work. Wheel speeds are 
those mentioned for the floor grind- 
ers whose work it supplements. As 
a rule, a hard wheel having a low 
metal removal rate that saves abra- 
sive costs will have a higher labor 
cost; a soft wheel will have a higher 
metal removal rate and abrasive cost, 
but will be lower in labor cost and 


overhead. Naturally, greater wheel- 


to-work pressures will increase metal 
removal, reduce labor cost, but wil 
increase abrasive costs. 

Again, excessive handling time can 
be reduced by use of accessories such 
as hoists and proper conveying equip- 





The author, Martin G. Dietl, is 
foundry production engineer for 
the Schaible Co., Cincinnati 


ment to move the stock easily. The 
greatest economies can be realized 
where the wheel contact time is the 
highest percentage of tthe overall 
time—that is, a minimum of inter- 
ruptions caused by moving the work 
to and from the operator. 

Pneumatic tools, such as chipping 
hammers generally are utilized to 
knock cores out of very large work 
and to remove fins and ingates in 
preference to grinding off the excess 
stock. Sometimes this tool is used 
to remove areas of heavy metal pene- 
tration. 

Selection of proper blast cleaning 
equipment is governed by the initial 
cost, operating cost, maintenance, ne- 
cessity for auxiliary equipment or 
special excavations, and desired fin- 
ish. Still used in many small found- 
ries is the hexagonal steel tumbler, 
which can be run either wet or dry. 

(Continued on page 280) 





You're sure of 


UNIFORM | 
OPERATION 
with the 


CONTROLLED 


QUALITY | 
of New England 


FOUNDRY | 
COKE 


New England Foundry Coke is nc 
being manufactured to new spe. 
ifications to meet your exactir 
demands. 


100% quality control 
is the reason 


First, we start with our own hi 

quality coking coals. Then, o 
continuous research results in the 
best foundry coke for your purpose. 


Visit our Booth #1222 at the 
Foundrymen’s Convention, 
Atlantic City 








NEW. 
ENGIAND 


eee) (= 





NEW ENGLAND COKE 
COMPANY 





Subsidiary of 
Eastern Gas & Fuel Associates 


250 Stuart Street, Boston 16, Mass. 
HUbbard 2-8400 


FOUNDR! 














l THE HOUGHTON MAN—Whenever the Starting axel i aye 1 we) hi 


Houghton Man calls at your plant he’s there 

to help you first of all. He either knows a 

solution to your foundry’s core-making prob- ; ffi « 

lems or knows where he can get it. He’s AA®) i= Cc Teale 
there to sell the Houghton Line of Hy-Ten 

Core Oils, of course. But he knows he must 


para foundry operation 


* 


HOUGHTON RESEARCH—The right sand 
and oil combination is one of the factors that 
result in sound, accurate castings. Houghton 
research has developed data showing how 
varying sands work best with certain types 
of core oils. Laboratory aid like this is yours 
at any time. Ask for it freely. 


FOUNDRYMEN ARE FINDING THEY GET 
4 HOUGHTON PRODUCTS—One of our 
BETTER CORES AND GREATER SATISFACTION cost-cutting core oils will team up with your 


production perfectly—or we'll develop a 
WHEN THEY TAKE ADVANTAGE OF formula that will! The rigidly-controlled uni- 
formity and built-in merits of all Hy-Ten Core 
HOUGHTON’S 85 YEARS OF EXPERIENCE Oils make it possible to produce better work 


with fewer rejects regardless of baking tem- 


ALL ALONG THE WAY THROUGH perature used. 
THESE FOUR STEPS 


A HOUGHTON KNOW-HOW’ '—Long ex- 


perience enables our foundry-minded staff 
to check your core-room procedure. This 
know-how stems from three generations of 
accumulated experience, down to today’s 
greater choice of available raw materials. 
Why not standardize on Hy-Ten in your See our display, Booths 701-03 
foundry? 


Foundry Show 


yu ten Core Oi, 


... products of 


Ready to give you 
Latest Hy-Ten Bulletin on-the-job service... 
will be mailed on request. 
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= COOSA RIVER = 
NEWSPRINT COMPANY 








WESTINGHOUSE ELECTRIC CORP. 
Reform—Electric Lamps 

THE CHEMSTRAND CORPORATION 
Decatur—Synthetic Textile Fibers 

COURTAULDS of "ALABAMA," Inc. 
Salco— Textiles 

MATHIESON-ALA. CHEMICAL CORP. 
McIntosh—Chemicals 

GENERAL ELECTRIC COMPANY 
Oxford—Electronic Tubes 

BEAUNIT MILLS, Inc. 
Childersburg—Rayon 

BORDEN METALS PRODUCTS CO. 
Leeds—Steel Gratings 

HAYES AIRCRAFT COMPANY 
Birmingham—Aircraft Modification 

APPLETON ELECTRIC COMPANY 
Trussville—Electric Fittings 

CONTINENTAL CAN COMPANY 
Fairfield—Tin Plate Sheet Processing 

AMERICAN SMELTING & REFINING 


COMPANY 
Federated Metals Division 







COMPANY 













New plants, manufac- 
turing a wide diversity of 
products, are streaming 
into Alabama. They came 
to manufacture more ad- 
vantageously and to serve 
better the South’s grow- 
ing markets. Last year 
private capital investment 
in new factories in this 
State broke all records. 
Established industries are 
spending millions for ex- 
pansion to meet increased 
demands. Here are names 
you know that are helping 
speed Alabama’s wide- 
spread industrial develop- 
ment. 


A FEW OF ALABAMA’S MANY NEW PLANTS 
Where They Located — What They Make 


BORDEN COMPANY 
Demopolis— Formaldehyde and 
Synthetic Resins 

ALLIED CHEMICAL &® DYE CORP. 

Barrett Division 
Birmingham—-Roofing and Siding 

ESSEX WIRE CORPORATION 
Birmingham—-Wire Specialties 

WHITTEMORE CORPORATION 
Fayette—Shoe Polish 

BUTLER MANUFACTURING CO. 
Birmingham—Fabricated Steel 
Products 

THE ENGLANDER COMPANY 
Birmingham—-Sleep Products 

VANITY FAIR 

Escambia Mills, Inc. 
Atmore and Demopolis—Lingerie 

GENERAL AMERICAN TRANS. CORP 
Birmingham—-Metal Fabrication 

GERRARD STEEL STRAPPING CO. 
Birmingham—Steel Strapping 

SOUTHEAST JOSLYN COMPANY 


Birmingham—Pole Line Equipment 





Birmingham—Non-ferrous Metals RIEGEL TEXTILE CORPORATION 
Rejining Greenville—Wor? Gloves 
a * * * 
SN 


Birmingham joins all communities 
in Alabama in extending all these 
t industries a cordial welcome. 


“> BIRMINGHAM 
“=. COMMITTEE OF 100 


1914 Sixth Ave., N., Birmingham, Ala. 
Executive Committee 


\ 
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Gordon Persons William P. Engel Claude S. Lawson O. W. Schanbacher 


Governor President ; President President 
State of Alabama Engel Companies Sloss-Sheffield Loveman, Joseph & 
Bradford C. Colcord W. W. French, Jr. Sell @ hon Co. Loeb 


President 

Moore-Handley 

Hardware Co 

Clarence B. Hanson, Jr. 
Publisher 

The Birmingham News 
W. H. Hoover 

President 

Employers Insurance 

Co. of Alabama 


President 

Woodward Iron Co. 
John S. Coleman 
President 

Birmingham Trust 
National Bank 
Donald Comer 
Chairman of the 
Executive Committee 
Avondale Mills 


Mervyn H. Sterne 
Sterne, Agee & Leach 


Thomos W. Martin 
Chairman of the Board 
Alabama Power Co. 
A. V. Wiebel 

President 

Tennessee Coal & Iron Div. 
United States Steel Co. 


J. C. Persons 
President 
First National Bank 


(Continued from page 278) 
However, neither method produces a 
surface sufficiently clean for subse- 


quent machining or plating, but 
rather one of a decorative nature. 
Obviously, this equipment has a low 
initial cost, but a high operating cost 
due to its limited capacity. 

Whenever sufficient compressed air 
is available, the sand blast machine 
can be used to clean castings. This 
type of machine comes in _ several 
sizes to accommodate various quanti- 
ties of work. Coarse sand is the 
usual abrasive material because it is 
not hard enough to become imbedded 
in the relatively soft brass and cause 
discoloration. 

Another method of cleaning cast- 
ings is the airless or centrifugal type 
blast unit employing a tumbling bar- 
rel or rotating table to present the 
work to the abrasive stream. 

The airless blast unit is designed 
in many variations to handle all types 
of castings; also it can incorporate 
belt conveyors for continuous opera- 
tion. In using this equipment the 
brass and bronze cleaning room fore- 


man generally prefers a malleable 
type abrasive to obtain the desired 
casting finish and minimize equip- 


ment wear. 
Castings Processed Same Day 


In the foundry division of the 
Schaible Co., producing daily upward 
of 3000 molds into which between 
50,000 to 60,000 lb of red brass are 
poured, a high degree of mechaniza- 
tion is carried through to the clean- 
ing room so that the castings are 
processed there the same day they 
are poured. The cleaning room op- 
eration actually begins in the pat- 
tern shop and is followed up by ex- 
acting controls in coremaking, mold- 
ing and melting, together with prop- 
er job education and good supervision 
in the cleaning room. 

After pouring and cooling the 
molds are taken off either of two 
power mold conveyors and shaken 
out on an oscillating conveyor. Care 
was taken in installing the several 
oscillating conveyors to minimize the 
casting drop so as to prevent distor- 
tion of 8 in. faucet bodies. Sand and 
castings are moved automatically to 
an airless blast table (Fig. 2) where 
the gated castings are removed from 
the conveyor and placed on the re- 
volving table for blasting. 

Sand falls through the grating of 
the oscillating conveyor onto a rub- 
ber belt and moves over a magnetic 
pulley and vibrating screen to a stor- 
age hopper. The table-blast opera- 
tor removes the cleaned castings and 

(Continued on page 284) 
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It's FANNER for Service 
on CHAPLETS and CHILLS 


To Give You Better, Faster Delivery 


See Us at 


BOOTH 1721 


Atlantic City Show 





Cleveland 9, Ohio y 
in Canada, Canadian Fanner, Ltd., 
Hamilton, Ontario 
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DEMMLER Vibratory Sand 
Feeders increase core blower 
production as much as 25%! 
Sand stored in large hoppef 
flows like water while vibrators 
are operating. Powered by ro- 
tary type pneumatic vibrator. 
Ends poking sand nuisance! 
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DEMMLER No. 55 provides answer to fast, DEMMLER No. 1 is general purpose ma- DEMMLER No. 4E handles cores weighing 


economical production on short run jobsl chine. Vertical clamping diaphragm, 1014” from 35 to 250 Ibs. and up in weight. Draw 
One hand valve operates both vertical and diameter. Capacity, 8 to 10 pound cores. cylinder 20”, 22” or 26” diameter, 10” 
horizontal core box clamps. Capacity, cores One of the most popular core blowers ever stroke. Throat opening in carriage 13” 
weighing up to 5 Ibs. built. diameter. 











| Wm. DEMMLER & BROS., Kewanee, Illinois 


'‘ANUFACTURERS OF CORE BLO WM EXCLUSIVELY. SUNCE T9873 
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Experienced Foundrymen say: 





“Certified” Abrasives 


clean more castings 
per dollar! 


Certifies” Samson Shot and Angular Grit are made 
extra-tough by a special automatically controlled harden- 
ing process. They wear longer, can be used over and over 
again . . . actually clean more castings per dollar! Save 
money .. . switch to “Certified” Abrasives. 





(Continued from page 280) 
hooks them on a chain conveyor trav- 
eling to the cleaning room. While 
the chain remains in motion, the core 
knockout operator removes the core 
sand (Fig 3) and separates navy 
work from the high-pressure cast 
ings and plumbing brass goods. This 
is readily accomplished by proper 
tagging and identification of the worl 
at the shakeout. 

Navy castings are piled according 
to heat numbers on skids The high 
pressure work is placed on a roller 
conveyor which momentarily acts as 
a bank of castings for the cut-ofi 
machine. The operator of this ma 
chine, using a reinforced alundun 
wheel, cuts the castings off the gates 
and scoops them into a tote box on a 
roller conveyor (Fig. 3). The filled 
box moves along to the floor stand 
grinders (Fig. 5). The grinder, han- 
dling each casting separately, is in 
a position to remove scrap parts from 
the good castings. The grinders are 
equipped with both rough grinding 
and finish grinding wheels, permitting 
a cleaned casting to be produced with 
a minimum of handling. 


Segregates Different Items 


Plumbing brass goods and light- 
pressure castings are replaced on the 
chain conveyor after core knockout 
and carried to the sprue cutter (Fig. 
4). The latter operator trims the 
castings from the gates and funnels 
them through chutes to one to six 
grinders. Assigning certain castings 
to each sprue cutter segregates dif- 
ferent items at the floor stand grind- 
er. This automatic separation again 
reduces handling time. Sprue and 
gates are dropped onto an oscillating 
conveyor to be dumped into a fur- 
nace charging bucket. Each grinder 
rough and finish grinds his castings; 
also, aS mentioned before, he _ sorts 
and discards the scrap. 

Good castings are placed in a two- 
Wheel dump truck by the grinder, 
and are wheeled and dumped into the 
receiving hopper of the airless blast 
barrel (Fig. 7). Since this is a batch 
operation, the blast operator wheels 
the load from the grinder to his ma- 
chine. After blasting the castings 
are dumped into shipping boxes rest- 
ing on a roller conveyor. One sec- 
tion of this conveyor is attached to 
a scale so that the load is weighed 
and counted automatically. 

In modernizing cleaning room op- 
erations, it may well pay to specu- 
late on new molding processes that 
will undoubtedly influence cleaning 
room functions. The author’s experi- 
ence with shell molding indicates that 

€Concluded on page 286) 
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Here is a new tool for melting metal ... Something 
that can concentrate enormous power in a small 
space ... Something that can be adapted to accurate 
pouring, to precise temperature control, to inert gas 
protection, to high-grade refractories ...A tool that 
can be used for all existing non-ferrous metals 


and alloys. 


AJAX furnaces paved the way for continuous cast- 
ing processes which lay dormant in old patents of 
farsighted inventors who thought ahead of their 
times. Junghans, with the help of the AJAX furnace, 
developed his continuous casting process at the 
Wieland Works in Germany before the last World 
War. 


Scovill perfected the Junghans process in this coun- 
try and is using AJAX-SCOMET furnaces of unprece- 
dented size for melting, as shown in painting above. 
Nichols Wire & Aluminum Company used the first 
commercial Properzi machine for continuous pro- 





This oil painting, 9 feet long in full color, by J. Gor- 
don White, shows AJAX-SCOMET installat.on at Sco 
vill Manufacturing Company, Waterbury, Connecticut 


duction of aluminum wire from molten metal deliv- 
ered by AJAX furnaces; U. S. Metals Refining Com- 
pany is using AJAX-SCOMET furnaces for continuous 
casting of oxygen-free copper. Cleveland Graphite 
Bronze Company produce their famous stock for steel 
backed copper-lead bearings exclusively in AJAX 
melting furnaces. AJAX furnaces are used in many 
research laboratories’ for continuous 


plants and 


bonding aluminum fo steel. 


AJAX made the first furnace for galvanizing steel 
in a refractory lining with accurate temperature con- 
trol. AJAX furnaces were instrumental in the realiza- 
tion of modern squirrel-cage aluminum rotor pro- 
duction. AJAX supplied the first commercial auto- 
matic pouring device for die-casting machines. 


These few examples show how AJAX induction 
furnaces can be applied to modern manufacturing 
methods. Write us for further information. 


AJAX ENGINEERING CORP., TRENTON 7, N. J. 








ESA) se 


AJAX ELECTRO METALLURGICAL CORP.,a 


AJAX aq: NOUN MELTING FUR 


ty a nd Associated Companies 
a JAX ELECTROTHERMIC CORP., Aji Novthica High Freq duction Furnaces 
nw AJAX ELECTRIC CO., INC.. Ihe Ajac Hultgren Electric Sait Bath Furnace 

AJAX ELECTRIC FURNACE CORP., Ajax ¥ijsil Induction Furnaces tor Melting 
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WRITE FOR 
BULLETIN 


The SCIENTIFIC 
CAST PRODUCTS Corp. 


1390 East 40th Street 
CLEVELAND 3, OHIO 
2520 West Lake Street 


CHICAGO 172, ILLINIOS 
NSIS 


286 








(Concluded from page 284) 

a cost saving in the cleaning opera- 
tion can be realized totally apart 
from the production increase in the 
foundry. Shell molding with its rela- 
tively high yield through the use of 
smaller risers and gates will reduce 
sprue cutting and gate grinding time. 
Some castings can be molded differ- 
ently from what is general practice 
in sand molding so that parting line 
fins are eliminated, while the ready 
peel of the resin sand produces a 
finish that minimizes the need for 
blast cleaning. 


Special Training Given 
In Quality Control 


Educational committee of Central 
Indiana Chapter of the American 
Foundrymen’s Society sponsored a 
special training 
program in sta- 
tistical quality 
control, Feb. 21- 
23. Purpose of 
the conference 
sessions was to 
demonstrate the 
practical use and 
interpretation of 
statistical quality 
control methods. a 

Allen A. Evans, ALLEN A. EVANS 
foundry quality control engineer, In- 
ternational Harvester Co., Indian- 
apolis Works, was the conference 
leader. Included in the conference 
was a trip through International’s 
foundry to observe application of con- 
trol methods. 


Inspection Laboratories 
Service Small Plants 


Because of increasing military con- 
tract and subcontract work, with 
many government contracts specify- 
ing nondestructive inspection and 
testing of parts produced, Magnaflux 
Corp., 5900 Northwest Highway, Chi- 
cago 31, has increased the national 
coverage of its commercial labora- 
tories from five to eleven locations. 
These laboratories offer inspection of 
parts from one to 1 million and field 
inspection for large objects. 

Laboratories now are located in 
Chicago, New York, Cleveland, De- 
troit, Los Angeles, Oakland, Calif., 
Hartford, Conn., Wichita, Kans., and 
Dallas, Houston and Odessa, Tex. In- 
spection service is in addition to the 
regular manufacture and sale of com- 
pany inspection equipment and _ in- 
cludes consultation with experienced 
company personnel. 











Many foundries are saving hundreds 
of cleaning room man hours with this 


NEW GOUGING PROCESS 


HAVE YOU seen it? 


it is ECONOMICAL TO OPERATE. 
Uses only compressed air and elec- 
trodes. EASY TO USE. Any welder 
can learn in a few minutes and become 
proficient in a few days. AIR COOLED 
for comfort of operator. VERSATILE. 
Can be used wherever you can weld, 
and the same man prepares tee-joint 
that welds it. CUTS CLEAN. No fur- 
ther preparations necessary for weld- 
ing. 
ONLY $87.50 COMPLETE 








Write for further information 


Arcalr Co. 


2614 BURWELL STREET 
BREMERTON, WASHINGTON 
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MIT To Conduct Course 
On Molding Materials 


Developments in two phases of 
metallurgy will be offered as part of 
the 1952 summer session at Mass- 
achusetts Institute of Technology. 
Program from June 9-13 will cover 
surface. reactions in flotation. Pro- 
gram from Sept. 1-6, in chemistry 
and mechanics of molding materials, 
will be given under the direction of 
Dr. Howard F. Taylor of the Depart- 
ment of Metallurgy. 

Latter program is designed to pro- 
vide a fundamental appreciation of 
refractories and binders of both cur- 
rent and potential use in the foundry 
industry. Topics will include origin, 
types, location, mining and separation 
of sands, clays and refractories for 
foundry uses; physical properties and 
characteristics currently measured; 
chemical compositions of materials; 
bonding action of binders, and physi- 
cochemical characteristics under var- 
ious conditions. 

Requests for application forms or 
further information should be ad- 
dressed to Dr. Ernest H. Huntress, 
director of the summer session, Room 
3-107, Massachusetts Institute of 
Technology, Cambridge 39, Mass. 


Bureau of Apprenticeship 


Issues Annual Report 


of the Bureau of Ap- 
prenticeship, U. S. Department of 
Labor, are summarized in its 1951 
annual report. During the fiscal year 
ending June 30, 1951, the bureau’s 
activities were directed primarily to- 
ward alleviating the manpower short- 
age in defense production industries. 
To do this, services were expanded to 
assist defense production plants, 
schools, government employment 
services, and other agencies and 
groups in apprenticeship and other 
forms of training programs and in 
worker recruitment. 

A section of the report discusses 
efforts to attract apprentices to the 
foundry industry, which the bureau 
recognizes as being one of the most 
essential in defense production. 


Activities 


Holds FEF Student Dinner 

A dinner, sponsored Mar. 14 at Pur- 
due University, West Lafayette, Ind., 
by the school’s Foundry Educational 
Foundation industry advisory commit- 
tee, honored students interested in the 
foundry industry and the School of En- 
gineering officials. Following the din- 
her, George K. Dreher, executive direc- 
tor of the foundation, was introduced 
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CORE BAKING 
OVENS 
DESIGNED TO FIT 
THE JOB 





hen you have a core-baking problem, take advantage of 

our engineering staff's long and specialized experience 

in the designing of ovens for leaders in industry throughout the 

nation. If you will tell us your requirements, we shall be pleased 
to give you our recommendation. 


Write for Brochure: 
“Your Oven Problems" 


Representatives In 


Principal Industrial Areas 





MICHIGAN OVEN COMPANY 
4500 Grand River Ave. Detroit 8, Mich. 











coe YOU CAN BE SURE 
OF SLAG-FREE CASTINGS 
WITH... 

CERAMIC 


Steaierijes 


cut down on rejects . . . make every 
casting a good one— by using American 
Ceramic Strainer Cores. American Cores 
remain round and uniform during the pour- 
ing operation . . . slag remains on TOP of 
the core. The result? An evenly poured, 
slag-free casting EVERY time. 

American representatives will quote prices 
on any size Strainer Core. 

Write today for samples and descriptive 
literature. 


AMERICAN CLAY FORMING COMPANY 
TIFFIN, OHIO TYLER, TEXAS 
National Sales Representative 
Williston & Company, Delta, Ohio 


MANFACTURERS OF SPECIALIZED REFRACTORIES 
ot FOR OVER 30 YEARS 
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PENN IRON SPECIAL HANDLING EQUIPMENT 


WL Your! la with 








Specially-designed industrial railway car 
solves corrosion problems in transport- 
ing smokeless powder mixed with water. 


@ Whether your plant's 
in Timbuktu or Toledo, 
Penn Iron special equip- 
ment can profitably solve your materials handling prob- 
lems. For example, this industrial railway car, specially 
designed for the Chinese Nationalist government on For- 
mosa, is fabricated of stainless clad steel to last longer 
and require less maintenance in transporting a highly 
corrosive product. 





On job after job, Penn Iron has proved it can improve 
handling operations . . . simply by designing a more 
practical handling vehicle. We'll be glad to analyze your 
materials handling problem at no obligation. To save 
time, cut costs and boost output, drop us a line for more 
information, now. 


PENN IRON WORKS, INC. 


288 


READING, PENNSYLVANIA 





by Fred Carl, Fabricast Division, Gen- 
eral Motors Corp., Bedford, Ind., chair- 
man of the -Purdue FEF advisory 
committee. Mr. Dreher described the 
opportunities for foundry engineers in 
the industry today. 

Dean A. A. Potter, Purdue, spoke 
of the importance of the foundry in- 
dustry and presented a certificate ir 
behalf of the FEF and the university 
to Paul Harlan, Electric Steel Cast 
ings Co., Indianapolis. Dean Potte: 
expressed appreciation to Mr. Harlar 
for his efforts in modernizing the 
Purdue foundry. 

Guest speaker was Barney C. Year 
ley, National Malleable & Steel Cast 
ings Co., Chicago, who discussed en- 
gineering opportunities in the cas! 
metals industry. He stressed impor 
tance of mold design, heat transfer 
metallurgical analysis, materials han 
dling and plant layouts from the en 
gineering aspect. 


Book Review 


Fundamentals of Supervision, bs 
Charles F. Harad, cloth, 224 pages, 
7% x 10% in., published by Delmar 
Publishers Inc., Albany, N. Y. Price 
$5. Conference Leader’s Guide to Fun- 
damentals of Supervision, 80 pages, 
spiral bound, $2. 

This industrial supervisory training 
course presents in short, complet: 
units the fundamentals of successful) 
supervision. Text is divided into three 
major sections: The Supervisor Learns 
About His Company; About Himself; 
About His Fellow Workers. Units of 
the course can be adapted to fit a 
local training need. Practical case 
problems are included in each unit 
to provide applications of the prin- 
ciples discussed. 

The Conference Leader’s Guide is 
intended for use by the training of- 
ficer or conference leader conducting 
the training program. It contains an 
itemized plan for conducting confer- 
ences and for leading group partici- 
pation on each of the supervisory in- 
structional units covered in the text 


IBF To Hold Conference 


The Institute of British Foundry- 
men will hold its 49th annual con- 
ference at Buxton, Derbyshire, Jun¢ 
10-13. All conference meetings will 
be held at the Spa Hotel and most 
social functions at the Palace Hotel 
The last- day of the conference will 
be devoted to plant visitations 
Sheffield. 

The ‘conference is organized by the 
Sheffield:.and. District Branch of the 
institute.:.Dr. C.:J5:.. Dadswell, a past 
president: of :‘thati branch, will be in- 
stalled. as) president. .of the institut: 
at the conference. 
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Before You Buy 
Core Oil... 








Compare Werner G. Smith Value 


There’s more than one way to “skin a cat”, or make a 
core. But, there’s one sure way to produce dependable cores 
at lowest cost. That way is to thoroughly test Werner G. 
Smith’s core oil before you buy any other. 

For over 35 years, Werner G. Smith has consistently 
pioneered in producing higher quality core oils . . . at lowest 
cost... giving foundrymen more value than other oils on 
the market. 

Now, 3 out of every 4 trial drums of the new, fast-baking 
Werner G. Smith core oils have brought immediate re-or- 
ders. Because each drum delivered obviously superior per- 
formance .. . plus concrete savings in lower first cost. 

If you are in any way responsible for your firm’s econ- 
omy or efficiency .. . you owe it to yourself to thoroughly 
compare the new Werner G. Smith core oil. 


FOR HELPFUL INFORMATION OR A TRIAL DRUM 


Werner G. Smith, Inc. 


(Not Connected with Archer-Daniels-Midland ) 
1730 Train Avenue Cleveland 13, Ohio 


TOwer 1-3676 


May: 31952 


ON 








APPROVAL, MAIL THE COUPON 


] Please send information regarding Werner 
G. Smith fast baking oils 


Please send a trial drum “On Approval”. 


We are now using core oil 
and we pour type castings. 
FIRM 


ADDRESS 


BY 
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Pete +7 installed annually has increased tenfold in as many 


194] annie He 





Hrytr years. The simplicity of design and dependability of 
Hott the all-metal Spencer with wide clearances and ball 


rt Ae semanas ceaehaan bearings is responsible for impressive repeat orders. 
sanee mae Coo More than 30 furnace and oven manufacturers pre- 
H+ fer Spencer for their equipment. And a widening of 
the applications for blowing, cleaning, cooling and 
drying with high volume, low pressure air has ac- 


counted for many new installations. 


Are you familiar with the many ways air is being 
Cp nm used in industry? The how, when, and where of com- 
>! ENCER pressed air is described in the new Spencer Data 

Books No. 107-C and 126-A. Ask for your copies 


TURBO-COMPRESSORS | now. 


= SPENCER 


HARTFORD 
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Casting Steel Spokes 


In Large Iron Wheels 


By PAT DWYER, Engineering Editor, FOUNDRY 


HE following questions recent- 

i ly were submitted by a foreign 

foundryman regarding Ameri- 
can foundry practice in making band- 
saw wheels 5 to 8 ft diameter, with 
cast iron rim and hub connected by 
wrought iron spokes: 

1—What time should elapse be- 
tween casting rim and hub? 2—What 
is the best shape for the ends of the 
spokes? 3--Should the spoke ends be 
coated with tin? 4—-Is the hub formed 
in molding sand, or in a dry sand 
core assembly? 5—Is it necessary to 
pour the rim and hub with alloy iron? 
6—Is it absolutely necessary to use 
Norwegian iron for the spokes? The 
wheels operate under radial tension 
of 22,000 to 26,000 Ib and at a speed 
of 600 to 700 rpm. 

Taking these questions in the or- 
der of presentation, the following 
brief comment outlines the practice 
in American foundries where wheels 
of various kinds with cast iron rims 
and hubs and steel spokes are cast. 

1—-The time limit between casting 
the rim and the hub depends on the 
time required for the rim to come 
down to room temperature. In an 
emergency, the rim may be stripped 
and cooled artificially by water or 
air spray, but this rarely is necessary. 
In ordinary practice the rim is poured 
one day and the hub is poured the 
following day. That period permits 
the rim to cool and contract in a nor- 
mal manner. The reason for pouring 
the rim first and allowing it to cool, 
is because the rim contracts to a 
greater degree than the hub. With 
this contraction taken care of, the 
contraction of the hub merely puts 
a slight tension on the spokes. 

2—So far as we know, no stand- 
ard or best method has been adopted 
for shaping the ends of the spokes to 
insure a tight, solid grip. Four of the 
many methods are shown in the ac- 
companying illustration. A plain split 
and spread is shown at a. A spoke 
with the end upset, square or round, 
in a bolt heading machine is shown 
at b. In addition to a split end, the 
spoke end shown at c has a drilled 
hole. The spoke at d has a split end 
and a collar formed in a die or under 
a drop hammer. For additional secur- 
ity many foundrymen nick the af- 
fected part of the spoke with a ham- 
mer and chisel. 

3—The most essential feature in 
Promoting a tight grip between the 
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cast metal and the spoke end is to 
treat the spoke end in a manner that 
will prevent disturbance of any kind 
while the metal is surrounding it. 
This part of the spoke must be per- 
fectly clean and perfectly dry. A 
slight film of oxide (rist) or damp- 
ness will cause the molten metal to 
flutter violently, cool rapidly, and 
fail to grip the spoke tightly. The end 
of the spoke is cleaned by sand or 
shot blasting and then dipped into a 
tin bath. This is recognized as the 
most satisfactory coating material 
for the purpose. However, if a tin 
bath is not available, several other 
materials may be employed with fair- 
ly satisfactory results; for example, 
red lead, shellac, machine oil, chalk 
or water glass (sodium or potassium 
Silicate). Irrespective of what me- 
dium is employed the basic factor re- 
mains the same—the metal surface 
must be perfectly clean. 

4...Method of forming the hub mold 
in a core assembly is shown in the 
accompanying illustration, a sketch 
not drawn to scale. The assembly in- 
cludes five units—top and bottom Al 
and A2, intermediate parts Bl and 





B2 and center core C. One corebox 
serves for Bl and B2. A second core- 
box serves for Al and A2. Since the 
spokes would prevent assembling the 
cores on the second day, they are 
placed in position at the same time 
the mold for the rim is prepared. 
The cores are assembled on a board 
or plate in a hollow place in the 
center of the mold. 

Since the spokes enter the hub at 
two levels and enter the rim at a 
uniform central level, it is necessary 
to adjust the hub cores so that the 
dividing line between core Bl and 
core B2 is in line with the center line 
of the rim. Position of the bottom 
board or bottom plate is determined 
by measurement, or by setting the 
plate or board at approximately the 
proper distance below the joint line 
of the mold. Cores Al and B1 are 
placed on the board and wedged up 
until the upper face of core Bl coin- 
cides with the joint line. This readily 
is accomplished by laying a straight 
edge across the top. Core B1 is ‘re- 
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Showing four methods for anchoring steel spoke ends in cast iron hub 
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FOUNDRY 
LUMBER 


Since 1858 we have been specializing in lumber for the 
pattern shop and foundry. This near century of exper- 
ience has taught us lumber knowledge that can be gained 
in no other way. We pass it on to you as part of our 
service. 






We carry complete stocks of Genuine Northern White 
Pine, California Sugar Pine, Norway Pine, Honduras 
Mahogany; Kiln Dried, Super-thickness, rough or dressed. 
We'll ship 100 feet or a carload, no matter where you 
are located. Contact us now; address Department F. 


RIETZ 
LUMBER CO. 


1810 N. Central Park Ave. 
CHICAGO 47, ILLINOIS 






































































shorten the cycle from days to hours 
@ Packing in pots is entirely eliminated, reducing the fuel 
requirement —the labor cost and improving working 
conditions. The tonnage tied up in production is much 
reduced, speeding deliveries. You'll get a better, more 
uniform, and scale free product —in shorter time — at 
lower cost. Continuous or batch types. We build furnaces 
for every annealing and heat treating requirement. 


Write today for Bulletin No. 461. 


THE ELECTRIC FURNACE CO. 
GAS FIRED, OIL FIRED AND ELECTRIC FURNACES Ch: Ad 
FOR ANY PROCESS, PRODUCT OR PRODUCTION alten - 
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moved temporarily ana core Al is 
carefully checked for center position. 
The first set of spokes is placed in 
position and the center core C is set 
in place. On account of the chamber 
on the core C, the core B1 and later 
the core B2 must be split in two ver- 
tically. After the upper spokes are 
placed in the grooves in core B1 the 
top core A2 with opening for sprue 
and riser is placed in position. 

The assembly is clamped and sur- 
rounded by rammed sand. To com- 
pensate for any minor ebullition while 
the mold is filling with metal, it is 
advisable to flow a certain amount 
of metal through the riser. The 
amount is a matter of judgment and 
depends on the manner in which the 
first iron flows through. 

5—Is it absolutely necessary to em- 
ploy alloy iron for the rim and hub? 
The answer to this must be a com- 
promise in that while it is not abso- 
lutely necessary, it may be advisable 
to do so. A cupola mixture producing 
iron with a tensile strength of 35,000 
psi will serve satisfactorily in these 
Wheels. With 25 to 30 per cent steel 
in the cupola charge the metal in the 
casting will conform to the following 
approximate analysis: Total carbon 
3.25 per cent; silicon 1.75 per cent; 
manganese 0.70 per cent; sulphur 
0.06; phosphorus 0.40 per cent. The 
metal should be melted and poured 
fast and hot. 

6—So far as strength is concerned, 
steel spokes serve satisfactorily in 
small and large wheels. Norwegian 
and other examples of wrought iron 
are highly resistant to corrosion and 
for that reason find favor in applica- 
tions where corrosion is a problem. 
Corrosion is not an important factor 
in the operation of a bandsaw wheel. 
The practically universal practice in 
American foundries is to use steel 
spokes. 


Book Review 


Basic Blueprint Reading and Sketch- 
ing, by C. Thomas Olivo and Albert 
V. Payne, paper, plastic spiral bound, 
162 pages, 7% x 10% in., published 
by Delmar Publishers Inc., Albany, 
N. Y. Price $2.25. Clothbound edition 
for $3.40. 

Objective of this book is to provide 
instruction for those who must de- 
velop ability to read and interpret 
blueprints and make shop sketches 
without the use of drawing instru- 
ments. Each unit of instruction is 
organized as follows: Specific objec- 
tives are outlined; principle under 
discussion is explained and illustrated; 
application of the principle is shown 
in actual blueprint, and a carefully 
worked out assignment is included 
to test for mastery of the text. 
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Apply ““dag’’ colloidal graphite dispersions to 
molds, chills, patterns, cores, push pins, shoulder 
screws, flask pins... even ladle interiors... for clean, 

quick parting and smoother castings. 


An application of “dag’’ colloidal graphite will produce an 
unusually slippery dry film. The film so formed is virtually 
unaffected by heat, and is so thin that critical casting tolerances 

are not affected at all. 


Molds and patterns so treated give superior reproduction. Less finishing 
of castings is required, often none at all. Rejects are fewer and inspection 
takes less time. Mold life is lengthened. 


Aqueous ““dag’’ dispersions also improve shop conditions by eliminating or reduc- 
ing the fumes and smoke usually caused by petroleum-base parting compounds. 


The use of “dag” colloidal graphite in the foundry is explained fully in a new bulletin, 
available without obligation. Write today for Bulletin No. 425-14E. 


GAD| Acheson Colloids Company, rot twee we 


QNDON, ENGLAND 
DISPERSIONS.2)| queso COLLOIDS LIMITED L 

















Activities of Foundry 


GROUPS 


Rochester 
ATTERNMAKERS’ Night, an an- 


nual occasion of the Rochester 


Chapter of AFS, was held Mar. 4 at 
Hotel Seneca. Of the 71 persons pres- 
ent, 35 were patternmakers. The 
meeting included a brief talk by 
George K. Dreher, executive director 
of the Foundry Educational Founda- 
tion. The color film produced by 
Archer-Daniels-Midland Co. was then 
shown by Andy Coulter. This motion 
picture covered coreroom problems 
and how to cure them by proper 
blending of sand, oil and cereal bind- 
er and water. 

Guy A. Pealer, pattern’ superin- 


EASTERN NEW YORK Chapter of the AFS celebrated 
international night Mar. 18. At top is a general view 
of the meeting. Speakers’ table is shown at bottom. 
Lyman C. Thunfors, Rensselaer 
Valve Co., chapter director; Lloyd Wright, National 
Radiator Co., National AFS director; C. A. Robeck, 


Left to right, are: 
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tendent of General.Electric Co., found- 
ry, Elmira, N. Y., was the principal 
speaker. Mr. Pealer traced pattern- 
making and molding from the 14th 
century to the present. A _ pattern- 
maker to be of help to industry must 
be an engineer and not just a “wood 
butcher.” With proper engineering he 
can save industry many dollars in 
purchasing castings as well as ma- 
chining them. With illustrations, he 
showed the cheapest pattern is not 
always the one lowest in cost and 
that the patternmaker who is a pat- 
tern engineer will suggest and show 
pattern buyers how to save money 
in purchasing castings. 

In conclusion, Mr. Pealer showed 


Gibson & Kirk Co., principal speaker; Leigh Townley, 
Adirondack Foundries & Steel Inc., chapter vice 
chairman; John E. Waugh, General Electric Co., 
chapter chairman; Paul Wilson, Hunter Machine Co., 
chapter director, and William Stevenson, Rensselaer 
Valve Co., chairman of the membership committee 


the General Electric moving picture, 
“World’s Largest Work Shop,” de- 
picting how GE employs the best of 
engineering to produce patterns, cast- 
ings and finished products.—Herbert 
G. Stellwagen, Hetzler Foundries Inc 


Eastern New York 


PECIAL guest at the Mar. 1: 
meeting of Eastern New Yor} 
Chapter of the AFS was Lloyd 
Wright, U. S. Radiator Corp., Geneva 
N. Y., and a national director of the 
AFS, who reported on the new homes 
for national AFS headquarters and 
other activities of the society. 
Technical speaker was C. A. Ro 
beck, Gibson & Kirk Co., Baltimore, 
whose topic was “Nonferrous Found 
ry Practice.’’ Mr. Robeck outlined 
Melting, with emphasis on recording 
performances and _ assimilation of 
melting and remelt data molding, in 
which pattern information and sand 
behavior are of chief importance; 
core-making, emphasizing the need 
for accurate measurement of com- 
ponent ingredients; and _ cleaning, 
which requires co-operation in analyz- 
ing and correcting defects. 
Considerable interest was evidenced 
(Continued on page 298) 
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' ANOTHER 
EXAMPLE OF 
OSBORN LEADERSHIP | 
AND ADVANCED 
ENGINEERING 





THE OSBORN MANUFACTURING COMPANY 
5401 Hamilton Avenue Cleveland 14, Ohio 


)-CORE AUTOMATIC 


Cuts core blowing costs 


pyeR 607 


® Blows over 300 core boxes per hour... 
automatically 











Automotive Block 
Jacket Core 





®@ Produces uniform high-quality cores 


®@ Requires less operator effort and training 





OSBORN ROTO-CORE AUTOMATIC 


® Blows the cores @ Draws the cores 








Upper Half 


Head Jacket C 
ead Jacket Core ® Handles the core box 














a ace AUTOMATIC OPERATING CYCLE is 
adjustable to suit a wide range of individual jobs 
and types of production. One operator positions 
drier plates while the other operator racks finished 
Lower Half : ; ° 
cores. Make-ready stations are available for setting 








Head Jacket Core : : 
core wires, blowing out boxes and other make-ready 


operations without limiting production. 





Get Full Details. Call or write The Osborn Manufac- 
turing Company, 5401 Hamilton Ave., Cleveland 14, Ohio. 


SEE IT AT THE 


iin thie INTERNATIONAL FOUNDRY CONGRESS AND SHOW 
—— ATLANTIC CITY... MAY 1-7 
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SOUTHERN CALIFOR- “nani 
NIA Chapter of the AFS cage 
heard Hiram Brown, 
chief metallurgist, Solar 
Aircraft Co., Des 
Moines, lowa, discuss 
“Light Alloy Foundry 
Practice” at its Mar. 14 
meeting in Rodger 
Young Auditorium, Los 
Angeles. Shown here, 
left to right, are: Harold 
Pagenkopp, Angelus 
Pattern Works, chapter vice president; 
Foundry Co., chapter president. 


(Continued from page 294) 
in the proposed standard for 85-5-5-5 
test bars being developed by the AFS 
in conjunction with the University 
of Michigan.—Kenneth F. Echard, 
Eddy Valve Co. 


Washington 


EBRUARY meeting of Washing- 
ton Chapter of the AFS was held 
in Seattle at the Frye Hotel and fea- 
tured a talk on “Foundry Sands” by 
Clyde A. Sanders, vice president, 


ao é 
% 3 ; 
Bs > 


CANTON DISTRICT Chapter of the AFS held both 





Zs £Ht 


Mr. Brown, and Henry Howell, Howell 


Photo by Ken Sheckler, Calmo Engineering 


American Colloid Co., Chicago. 

Mr. Sanders illustrated his sub- 
ject with slides showing the influence 
of various molding sand binders on 
the shrinkage of castings. In a re- 
cent research project with iron cast- 
ings, in which all variables of sand 
mixtures were accurately controlled, 
Mr. Sanders reported that shrinkage 
due to sand was closely linked with 
the type of binder used. Sands with 
high flowability with seacoal added 
produced the least shrink in the test 
castings while gummy sands _ with 





high moisture content produced th: 
greatest shrink. 

The speaker stressed the impor 
tance of knowing how hard the san 
is rammed because, regardless of th: 
type of binder used, only correc’ 
ramming will produce the desire 
rammed density.—Harold R. Wolfer 
Puget Sound Naval Shipyard 


Southern California 


TALK on “Light Alloy Foundr: 

Practice’ was presented by Hiran 
Brown, chief metallurgist, Solar Air 
craft Co., Des Moines, Iowa, at th: 
Mar. 14 meeting of Southern Cali 
fornia Chapter of the AFS held a 
Rodger Young Auditorium, Los An 
geles. 

Mr. Brown pointed out that good 
foundry practice does not begin with 
the melting operation, but 
starts with the selection of pots and 
furnaces. He then described various 
types of melting equipment and point- 
ed out the advantages and disadvan- 
tages of each. 

Since many aluminum alloys tend 
to dissolve steel pots, he recommend- 

(Continued on page 300) 
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luncheon and dinner meetings Mar. 6 at the Elks’ Alexander O. Prentice, Stark Foundry Co.., Canton, 


Club, Alliance, O. At top is a view of the speakers’ 
table at the dinner. Left to right, are: V. J. Sedlon, 
national AFS director; William W. Maloney, national 
AFS secretary-treasurer; Frank G. Steinebach, editor, 
Foundry, principal speaker; C. B. Williams, Massillon 
Steel Castings Co., Massillon, O., chapter chairman; 


O., chapter vice chairman and program director. 

Bottom photo shows a luncheon group. Left to right 

are: Mr. Williams; Frank O. Humberger, Massillon 

Steel Castings Co.; Ralph N. Cole, Canton Malleable 

lron Co., Canton; Mr. Seelbach, and Fred A. Basler, 
A. P. Green Fire Brick Co. 
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No/02- 
The standard of comparison tor ALL plumbage 


For general jobbing and production castings, engine and 
heavy machine tool castings. 


No. 702 PLUMBAGO is particularly recommended for 
those foundries producing high quality castings 
requiring a very smooth surface and where iron is 
poured at high temperature. 
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A blend of Nature's best graphites. 





For green sand, skin dry and dry sand work 
Can be dusted, brushed, rubbed or slicked. 


Mixed with molasses water it makes an ideal spray 
for skin-dried molds. 
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Reduces machining costs by producing cleaner castings. 
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\ PRODUCTS FOR THE FOUNDRY 


Everything you need in your Foundry 





647 EVANS ST. 2563 WEST 18th ST. 33rd AND A. V. RAILROAD 


CINCINNATI 4, OHIO CHICAGO 8, ILL. PITTSBURGH 1, PA. 
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METROPOLITAN Chapter of the AFS made awards to apprentice contest winners 
at its Mar. 3 meeting. At left, left to right, are: Russell Brown, New York 
Naval Shipyard, first prize, nonferrous casting; Stephen Gorto, Barnett Foundry 
& Machine Co., first prize, gray iron casting; Victor Glinoweicke, Cooper-Alloy 
Foundry Co., second prize, steel casting, and Steve Matviyetz, Cooper-Alloy 
Foundry Co., first prize, wood patternmaking. Other winners, not shown in 
the photo, are: Walter Turrentine, New York Naval Sh'pyard, first prize, steel 
casting; Robert Garvey, Curtiss Wright Corp., second prize, wood pattern- 
making, and Irwin Sacks, New York Naval Shipyard, second prize, nonferrous 
casting. At right is Clyde A. Sanders, vice president, American Colloid Co., 
Chicago, who addressed the chapter on “Mold Materials vs. Metal Shrinkage.” 
Photos by John Bing, Metropolitan Refractories Corp. 


(Continued from page 298) 
ed either clay-graphite or silicon car- 
bide crucibles for melting. If iron 
crucibles are used, care must be taken 
that they are cleaned and coated with 


lizing the exterior with aluminum. Mr. 
Brown emphasized the need for care- 
ful and continuous inspection of pots 
for melting magnesium to prevent 
costly and dangerous failures. 





a refractory wash frequently. How- 
ever, where magnesium is being melt- 
ed, steel pots are satisfactory. Especi- 
ally long life can be obtained from steel 
pots for melting magnesium by metal- 


A discussion of furnace charging, 
melting of aluminum, melting of mag- 
nesium and handling and pouring 
these metals, with special attention 
to the use of fluxes and consequent 
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UNIVERSITY OF MICHIGAN Student Chapter of the AFS was officially rec- 
ognized and installed Feb. 27 at a banquet in the Michigan Union on the 
campus. Shown above, top row, left to right, are: John P. Rowe, secretary; 
Raymond Decker, president; R. A. Flinn, faculty adviser, and Philip E, Lunetta, 
vice president. Bottom row, left to right: Rodney Sonnenberg, program com- 
mittee; Sumio Yukawa, treasurer, and G. A. Conger, faculty adviser 
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control of gas and dross, then fol- 


the various phases of light meta) 
foundry practice.—Alfred A. Grant 
III, Grant & Co. 


University of Michigan 


RGANIZATIONAL meeting of the 

University of Michigan Student 
Chapter of the AFS was held Dec. 5 
The chapter was officially recognized 
and installed by the American Found- 
rymen’s Society at a dinner meeting 
held Feb. 27 in the Michigan Union 
More than 100 were present, divided 
equally between students and guests 
from the industry as well as several 
of the university faculty. 

Among the speakers were Larry 
DeBoer, a Foundry’ Educationa) 
Foundation scholarship holder, wh: 
reported on the recent FEF confer- 
ence and summarized the purposes of 
that organization; Collins L. Carter 
president of Albion Malleable Iron 
Co., Albion, Mich.; Harry W. Dietert 
president, Harry W. Dietert Co., De 
troit; and Fred J. Walls, Detroit man- 
ager of the International Nickel Co 
These men spoke briefly on the ad- 
vantages of AFS membership and 
emphasized that continued enthus- 
iasm and drive would be necessary} 
for the chapter to be successful. 

High point of the meeting came 
when William W. Maloney, secre- 
tary-treasurer of AFS, formally per- 
formed the installation and turned 
over the cast iron rattle to Raymond 
Decker, chapter’s president. Other 
officers of the chapter are: Philip 
Lunetta, vice president; John P 
Rowe, secretary; Sumio Yukawa 
treasurer. Faculty advisors are G. A 
Conger and R. A. Flinn—John P 


Rowe. 
Western New York 


ARCH meeting of the Western 

New York Chapter of the AFS 
drew capacity attendance to hear 
Richard Herold, Borden Co., New 
York, present an informative talk on 
the shell molding process. 

Mr. Herold, instead of dwelling on 
the already known fundamentals of 
the process, developed and brought 
forward the latest methods and theo- 
ries involving curing shells and their 
assembly for pouring. The practice 0! 
assembling with clamps, etc.; and the 
ensuing disadvantages of “backing 
up” with shot are, according to Mr: 
Herold, giving way to faster assembly 
methods through the use of adhesives 
that are presently being produced spe- 
cifically for the assembly of shells 

The speaker discussed in detail the 
simple and inexpensive basic equip- 

(Continued on page 302) 
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nt What’s behind the remarkable, money-saving performance 

ae of B&W Allmul Firebrick? The answer lies in its low first 
ir cost for a fused mullite brick and unique combination of ex- 
of cellent refractory properties: high hot load strength, high 
1e resistance to spalling, good volume stability, a high melting 

¢ point of 3335F. Bulletin R-29 gives all the facts on Allmul. 
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‘ Write for your copy. 





is B&W REFRACTORIES PRODUCTS —B&W Alimul Firebrick * B&W 80 Firebrick * B&W Junior Firebrick * B&W Insulating Firebrick 
ne B&W Refractory Castables, Plastics and Mortars * OTHER B& W PRODUCTS—Stationary & Marine Boilers and Component Equipment... 
Chemical Recovery Units . . . Seamless & Welded Tubes . . . Pulverizers... Fuel Burning Equipment ... Pressure Vessels... Alloy Castings 
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(Continued from page 300) 
ment needed to explore the possibil- 
ities of production by this method. 

A high light of the meeting was 
the presentation of an award to Jo- 
seph H. Sander, president, Tonawanda 
Electric Steel Casting Corp. for his 
progressiveness in seeking the aid 
of the NYSAA to design the com- 
pany’s completely new foundry build- 
ing. A model of the new foundry was 
presented Mr. Sander. T. J. Imbs, the 
architect responsible for the design 
of this building, also participated in 
the award.—E. Kotzin, Curtiss-Wright 
Corp. 


Northeastern Ohio 


PPROXIMATELY 265 members 

and guests of Northeastern Ohio 
Chapter of the AFS heard Max 
Kuniansky, executive vice president, 
Lynchburg Foundry Co., Lynchburg, 
Va., discuss ‘‘Quality Control” at the 
Mar. 13 meeting, Tudor Arms Hotel, 
Cleveland. 

The speaker stated that quality 
control is a top management respon- 
sibility A control program must be 
planned and set up properly, well 
eriented with procedures in the found- 
ry, and have the backing and support 
of top management. Mr. Kuniansky 
emphasized that quality control 
should be based upon customer; spec- 
ifications and the use to which he 
intends to put the casting, not upon 
the foundry’s conception of quality. 

At a separate session, Ernest E. 
Harkess, Ford Motor Co., described 
pattern equipment and methods de- 
signed and installed for use on the 
high-production lines in the new 
Cleveland engine plant. Since the 


plant is still in the formative stage, 


no production figures are available. 
However, the speaker stated the plant 
was designed to produce 4500 sets of 
engines castings per day. 

A series of colored slides showed 
examples of coremaking machines, 
jigs and fixtures. Speaker’s comment 
included intimate detail on pattern 
technique involved in the design the 
construction of the various items. 
Coreboxes, dryers and plates are mag- 
nesium. Wear edges on all items 
are faced with steel strips. Standard- 
ized equipment, carefully controlled 
sequence of operation, and a certain 
amount of flexibility insure straight- 
line production from raw material to 
finished castings. 

Winners of apprentice 
sponsored by the chapter and the 
patternmaking division were  an- 
nounced and prizes awarded. In gray 
iron molding Donald Marinelli, Fulton 
Foundry & Machine Co., won first 
prize; Raphel Lindsey, Fulton Found- 
ry, second, and James McNutt, 
Cleveland Trade School, third. 

First prize in the nonferrous divi- 
sion went to William Pitcher, with 
Lynn Northway and Robert Perry 
taking second and third. All three 
are 3tndents at Cleveland Trade 
School. In wood patternmaking Fred 
Fiorentini, Modern Pattern Co., won 
first prize. Second and third were 
taken by James Orban and Donald 
Siebert, both of Royal Pattern Works. 
John Bolibrush, Motor Pattern Co., 
won first in metal patternmaking. 

James G. Goldie, Cleveland Trade 
School, was the coffee speaker, and 
his subject was “Encouraging Youth 
of the Trade School Level.” He stated 
that foundries should encourage youth 
to continue their education when they 


contests 





TWIN CITY Chapter of the AFS heard Clyde A. Sanders, American Colloid Co., 


Chicago, speak at its March meeting in the Covered Wagon, Minneapolis. 


Shown above, left to right, are: Herbert Blosjo, Minneapolis Steel Castings 


Co.; Kenneth Briggs, Miller & Co., Chicago, and Mr. Sanders 
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have entered a foundry after com- 
pleting formal schooling. Plants can 
do this by having a planned pro- 
gram of education and systematic ad- 
vancement of their apprentices. Thus 
they offer youths opportunity and 
not just a job._ Robert H. Herrmann 
and Pat Dwyer. 


Twin City 

ONSIDERATION of the “Effect 

of Mold Materials on Met- 
al Shrinkage’ was. featured at 
the Mar. 11 meeting of Twin City 
Chapter of the AFS. More than 100 
members and guests were present to 
hear Clyde A Sanders, vice president, 
American Colloid Co., Chicago. Mr. 
Sanders supplemented his discussion 
with a 15-minute motion picture of 
his laboratory work on the subject 
at Michigan State College, together 
with colored slides which showed in 
detail the metal shrinkage reaction 
to molding materials. 

The speaker believes that to stabil- 
ize mold wall movement, the molding 
sand should be more brittle and rigid 
on ramming. This can be accom- 
plished by: Reducing water content; 
switching from western to southern 
bentonite; switching from southern 
bentonite to fire clay; adding a cellu- 
lose material such as wood flour; 
adding more seacoal. 

In addition, two other discussions 
were held during the meeting. Ed Old- 
field, Minneapolis-Moline Power Im- 
plement Co., Minneapolis, was mod- 
erator of a group discussing refrac- 
tory problems; Richard Wilson, 
American Hoist & Derrick Co., St. 
Paul, addressed a group on alloying 
agents for cast iron—J. D. Johnson, 
Archer-Daniels-Midland Co. 


Detroit 


ITH Howard H. Wilder, man- 
ager of Vanadium Corp.’s Iron 
Foundry Division, as conductor, the 
Detroit AFS chapter held its defec- 
tive casting clinic at the Mar. 20 
meeting in Detroit Leland Hotel. 
Prefacing a lively discussion period 
in which members of the audience 
voiced their opinions on the remedies 
for the defects exhibited in several 
castings, Mr. Wilder asserted that 
the cause of much foundry scrap lies 
with the management. A _ foundry 
which takes on any kind of work 
without proper regard to its own 
limitations will create excessive scrap, 
he said. Management may be re- 
sponsible for the intake of poor metal- 
lics and permit contaminants to enter 
the melt. Management, furthermore, 
may be at fault when the careless- 
ness of men in the foundry causes the 
(Continued on page 304) 
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Vertical core ovens. Note Sturdy Construction 








The double deck carrier on the roller conveyor has just 
been set down by the oven pendants. Another carrier 
is just coming down to be loaded. Loaded carriers are 
picked up at the opposite side by the fingers of the 


oven pendants. 


_MEET US AT THE SHOW 
ATLANTIC CITY Industrial Engineers 
MAY Ist thru 7th and Fabricators 
|: fekok a, | 1333 established 1917 





PLANT ENGINEERING: Consulting assistance in 
plant layout to coordinate departmental oper- 
ations, our experience dated from 1917 in this 
field. 

FORMED COWLINGS, PANELS, ETC.: To your 
specifications, and of light metal alloys as re- 
quired. Weldments and brazed assemblies may be 
under controlled atmosphere. 

PILOT EQUIPMENT: Sample size equipment for 
development of heavy equipment. 


INDUSTRIAL OVENS AND DRYERS e@ SPRAY 

BOOTHS e DUST COLLECTING AND FUME 

REMOVAL SYSTEMS @ COMPLETE FINISHING 

SYSTEMS ° RUST PROOFING AND SPRAY 

WASHING MACHINES @ MOTOR CLEANING 

GRINDING BOOTHS EQUIPMENT © VERTICAL CORE BAKING 

OVENS @ CONTINUOUS HORIZONTAL BAKING 

Dust and fume control systems. More than 35 years of successful OVENS @ BATCH TYPE CABINET OVENS @ 

. oe ; DRAWER OVENS. 

experience in designing and installing. Dry and wet type collectors 


and washers for every air or gas cleaning requirement. 


[)ETROIT SHEET METAL WORKS 


1311 OAKMAN BOULEVARD DETROIT 6, MICHIGAN 
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(Continued from page 302) 
scrap. Many complaints against qual- 
ity of castings the last several years, 
however, stem from conditions out- 
side the foundrymen’s control, he 
added. Off-grade coke is one of these, 
and in the next five years, he pre- 
dicts, it may be necessary to use 
more beehive coke. 

In the attempt to make foundry op- 
erations as foolproof as possible, au- 
tomatic and semiautomatic machines 
are being added to minimize the va- 
garies of the human element, but no 
matter how complete the mechaniza- 
tion becomes, brains will still be need- 
ed in the foundry, he declared. 

From the floor came additional 
support for the idea that most found- 
ry scrap is made in the foundry’s 
engineering department and by the 
supervisory personnel, not by the 
men in physical contact with the 
eastings. Admitting that bad cast- 
ings are bound to occur, several par- 
ticipants in the discussion stressed 
the importance of discovering such 
defective castings promptly. One sug- 


WISCONSIN Chapter of the AFS celebrated man- Co.; 
Sterling Wheelbarrow Co.; 


gestion for catching defects resulting 
from sand deformation involves 
weighing sample castings selected by 
statistical methods. This procedure 
may disclose a potential trouble spot 
before the operation is completely 
out of control, it was said. Defects in 
gray and malleable iron, steel and 
nonferrous metals were discussed. 
At the chapter meeting, Apr. 24 in 
the Detroit Leland, members dis- 
cussed “Castings vs. Patterns’ in a 
roundtable program. A reception for 
75 foreign foundrymen was on the 
agenda.—Howard C. Tuttle. 


Wisconsin 


T THE “Management Night’ 

- meeting of Wisconsin Chapter of 
the AFS held Mar. 14 at the Schroed- 
er Hotel, Milwaukee, George A. Sie- 
vers, president of the Industrial En- 
gineering Institute of Milwaukee, pre- 
sented a talk on “Psychological As- 
pects for Working with People” in 
which he discussed methods of mak- 
ing efficient workers out of employees 


E. Carpenter, Carpenter Bros. Inc.; 


in foundries and other types of busi- 
nesses, without appearing to be ‘“‘boss- 
ing” them. 

Since all employees of an organ- 
ization, from top management down 
to the ordinary worker, spend more 
than half their waking hours on the 
job, what happens on the job is im- 
portant to all of them. Among the 
points stressed was the choosing of 
men who work well with people to 
serve as foremen; indoctrination of 
new employees so they may learn 
something of the company, its philos- 
ophy and policies, in addition to its 
rules, the provisions of the union 
contract and his clock number. He 
also asked the men concerned with 
management to spend some time in 
self examination and see how they 
are expressing the fundamentals of 
the American way of life based on the 
dignity and right of all individuals 
in the operation and administration of 
their businesses. 

The nominating committee offered 
the following slate of officers to 

(Continued on page 306) 
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agement night Mar. 14. Views of the speakers’ table 
are shown above. Top, left to right, are: F. Katzen: 
ski, International Harvester Co.; G. E. Tisdale, Zenith 
Foundry Co., chapter chairman; G. A. Sievers, In- 
dustrial Engineering Insttute, who spoke on “Psy- 
cholog'cal Aspects for Working with People;” Frank 
F. Lipperer, Filer & Stowell Co.; L. J. Andres, Lawran 
Foundry Co.; J. G. Gratz, G & O Pattern Works, 
and G. S. Gilson, J. E. Gilson Co. Middle row: 
John McBroom, Stainless Foundry & Engineering 


Foundry Co.; R. Thiesen, Krause Milling Co.; H. 
Klopf, General Foundries Co., and Walter Gerlinger, 
Walter Gerlinger Inc. Bottom row: N. Amrhein, 
Federal Malleable Co.; H. A. Schwengel, Modern 
Equipment Co.; J. A. Gitzen, Delta Oil Products Co.; 
E. C. Wussow, Kaukauna Machine Corp., P. Kreulen, 
Grede Foundries Inc., W. V. Osborne, Lakeside 
Malleable Castings Co., and F. A. Pampel, Chain 
Belt Co. Photos by W. V. Napp, Delta Oil Products 
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GIFFELS & VALLET, INC. 
INDUSTRIAL ENGINEERING DIVISION 


1000 Marquette Bidg. * Detroit 26, Michigan 
COMPLETE FOUNDRY ENGINEERING SERVICE 


Ot ab Colebelotmtmoelstelacnee-lre hee 
able to assist you. We will gladly, 
without obligation, discuss your 
engineering problems and the 
assistance we can render. 
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AND YOU WILL 
FINISH WITH A 
A) ee Ea ce 


If you would like to receive the Wellman 
Magazine each month at no charge, drop 


us a note on your business letterhead. 


Almost a half-century of experience. 


*Copyrighted Trade Name 








THE WELLMAN BRONZE & ALUMINUM CO. 





DEPT. 7, 12800 SHAKER BLVD., CLEVELAND 20, OHIO 
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(Continued from page 304) 
serve for the 1952-53 season: Presi- 
dent, Joseph C. Risney, Risney Found- 
ry Equipment Co., Milwaukee; vice 
president, A. F. Pfeiffer, Allis-Chal- 
mers Mfg. Co., Milwaukee; secretary, 
Robert V. Osborne, Lakeside Malleable 
Casting Co., Racine, Wis.; treasure 
Leonard Gratz, G. & O Pattern 
Works, Milwaukee. Directors nom- 
inated for three-year terms are: Nor- 
man Amrhein, Federal Malleable Co., 
West Allis, Wis.; L. J. Andres, Law- 
ran Foundry Co., Milwaukee; and 
Frank Kulka, Motor Castings Co., 
Milwaukee.— John E. Hubel. 


Toledo 


T THE Mar. 12 meeting of To- 
ledo Chapter of the AFS, Wil- 
liam F. Winemiller, chief sales en- 
gineer, Norton Refractories Division, 
Norton Co., spoke on “Foundry Re- 
fractories.” 
Mr. Winemiller described methods 
of manufacture of silicon carbide, 
fused alumina, fused and _ stabilized 
zirconia and related refractories. He 
then described foundry applications 
for these “super refractories’ and 
answered questions on the possibility 
and practicability of their use in vari- 
ous applications. Careful considera- 
tion of service conditions may allow 
the use of a super-refratory at con- 
siderable savings despite higher first 
costs, he said.—Jerry Grott, Unitcast 
Corp. 


New England 


B Gernen were 170 members and 
guests present at the Mar. 12 
meeting of the New England Found- 
rymen’s Association, held at the Par- 
ker House, Boston. Speaker was Dr 
E. I. Valyi, Shellmold Machine Co. 
Inc.. New York. A graduate of the 
Federal Polytechnic Institute of Zur- 
ich, Switzerland, Dr. Valyi has had 

(Continued on page 308) 
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TOLEDO Chapter of the AFS met Mar. 
12 at the Toledo Yacht Club, Toledo, 
O., to hear William F. Winemiller, 
chief sales engineer, Norton Refracto- 
ries Division, Norton Co., Worcester, 
Mass., left above, speak on “Foundry 
Refractories.” At right is J. A. Mescher, 


Unitcast Corp., chapter chairman 
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“U.S.” technicians put an encircling rim, extra-tough and wear-resistant. 
around the free-cutting face of this Royalite® Hard-Shell Cup Wheel. As a 
result, the cutting edge does not become rounded. Hard-to-reach corners 
can be accurately ground because the edge does not break down. This free- 
cutting resinoid cup wheel retains its “true” shape throughout its entire PRODUCT OF 


Over 89 years’ experience in the abrasive industry enables United States 
Rubber Company to solve all types of grinding problems. “U.S.” engineers 
are always available for consultation. Write to address below. 


How U.S. Rubber - 


improved cup wheels 








] Always Holds its Shape 
on the Cutting Edge 











Diagram shows how the grinding face wears down 


UNITED STATES RUBBER COMPAN 


MECHANICAL GOODS DIVISION - ROCKEFELLER CENTER, NEW YORK 20, N. Y. 


evenly and the outer cutting edge remains sharp. 
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slag hole _,. \ 
©. 
failures 


Operators of continuous pour cupolas report 20 or more 
hours steady service from CARBOFRAX silicon carbide blocks 
—with practically no change in hole size. Result: no slag 
hole failures, no costly shutdowns. 

Get a trial order of these durable blocks. The standard 
size shown is available for immediate shipment. Other 
sizes can be made from stock molds, Further details gladly 
furnished. Address Dept. V-52. 


Slag hole blocks by 


CARBORUNDUM 


Trade Mark 
Refractories Division The Carborundum Company Perth Amboy, N. J. 


“Carborundum” and “Carbofrax” are registered trademarks 
which indicate manufacture by The Carborundum Company. 











DEPENDABLE 
FORGED & GROUND 


CHISELS 


Hand and Pneumatic 
Made fo Quality—Noft to Price 


Will Cut 
CAST ARMOR 


We welcome ftrial orders subject 
to approval 








BEDFORD TOOL & FORGE CO. 
25 Interstate St. Bedford, Ohio 
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(Continued from page 306) 
considerable experience in the die 
sand and precision casting field. 

He described the general principk 
and equipment needed to produce 
shell molds and stated that consider 
able progress has been made witl 
the process, with production rising 
in the automobile, farm equipmen' 
and machinery industries. He de 
scribed in some detail and illustrate: 
with slides the many steps in the 
production cycle. He then touche 
upon production possibilities, yield 
cost, and possible applications.—My 
ron DeHollander, General Electric Co 


Chicago 

hree roundtables provided the pro 

gram for the March 3 meeting of 
the Chicago Chapter, AFS, held at th: 
Chicago Bar Association. An at 
tendance of 190 testified to th 
popularity of the group session typ: 
of program. 

Chapter Chairman Walter W 
Moore, Burnside Steel Foundry Co 
presided at the general portion of 
the meeting. He announced appoint- 
ment of three immediate past chair- 
men to constitute the nonimating 
committee to report at the April 
meeting with recommendations for 
1952-53 officers. This committee 
consists of C. V. Nass, Pettibone Mul- 
liken Corp.; W. D. McMillan, Inter- 
national Harvester Co. and Fred B 
Skeats, Link-Belt Co. 

Mr. Moore also announced that the 
chapter’s May meeting would be 
postponed to Tuesday, May 13, to 
avoid conflict with the AFS Congress 
in Atlantic City. 

Reporting for the Educational Com- 
mittee, its chairman, Roy W. Schroe- 
der, Navy Pier Branch, University of 
Illinois, stated that registration for 
the “Melting School” to be conducted 
in March was expected to exceed 
400. 

Leroy E. Taylor service engineer, 
yeobig Mineral Supply Co., chair- 
maned one roundtable in which the 
gray Iron and Malleable divisions 
combined in sponsorship. Subject dis- 
cussed was “Sand,” and members of 
the panel included: Karl J. Jacobson, 
chief chemist, Griffin Wheel Co.; A 
C. Den Breejen, foundry superinten- 
dent, Nichol-Straight Foundry Co.; 
Leo F. Dennie, technical service, 
Black Products Co.; C. F. Semrau, 
metallurgist, Illinois Malleable Iron 
Co. and Edwin J. Jory, foundry 
engineer National Malleable & Steel 
Casting Co. 

The Steel division roundtable con- 
sidered ‘‘Basic Aspects of Ferroalloy 
Conservation,” with Mitchell Silver- 

(Continued on page 312) 
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— compressed air 
has the 


I-R Air Hoists have the 

for lifting loads and profits 
—raising output 
—lowering fatigue 





Too much human energy is wasted in the nation’s 
industries doing laborious and back-breaking lifting 
and moving jobs. Agreed? Then let I-R Air Motor 
Hoists, large and small, eliminate this costly han- 
dling! When you use them, output goes up, costs 
come down. 


Sturdy, compact, foolproof I-R Air Hoists are 
safe hoists; because the operator has complete con- 
trol at all times, whether the hoist is running at full 
speed or at the slowest crawl. Automatic up and 
down stops prevent damage through misuse to both 
the hoist and the load. I-R Air Hoists are fine for 
rugged service, and work just as well in hot gaseous 
atmospheres. 


You can’t go wrong when I-R Hoists are on the 
job. Sizes available from 200 to 20,000 pounds 
capacities. Ask one of our Air Tool Specialists to 
show you how Air Hoists and Air Tools now pay 
for themselves nearly twice as fast and enable the 
workman to do more work with less effort. 


Be sure to visit the Ingersoll-Rand Exhibit at the 
: Co INTERNATIONAL FOUNDRY SHOW 
n Losts BOOTHS 1821 TO 1825 


11 Broadway, New York 4,N. Y. 
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See these two machines perform the complete shakeout, sand preparing and 
elevating cycle without intermediate handling of the sand. See the 


molds dumped on the vibrating shakeout deck of the Reddy Sandy and 





watch the sand travel automatically through all other sand conditioning 


operations into the overhead storage hopper of the Handy Sandy. 


We challenge you to find any other combination of sand handling and 
conditioning units at the Foundry Show that will enable 
you to produce more molds in less time at a lower 


cost per mold. 


Bring your sand handling and conditioning 


problems to Booth No. 1230-1234. 
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the 1952 AFS show 


The Handy Sandy and Reddy Sandy are 
described and illustrated in a new cata- 
log: “Planned Mechanization for Foun- 


dries.” Send for your copy today. 








ae 


. ENGINEERING 
NEWAYGO  comrany 


RY May 1952 


mt: 





Don’t worry, Joe—you'll get your new sup- 


ply on time. So many fo 
National Bentonite for 
that good supplies of t 


bonding 


undrymen depend on 
their molds, 
his consistently high 


quality bentonite are kept available in scores 
of foundry supply houses across the country. Just call the nearest one for your supply 
of the bentonite that makes molds with good green strength and high hot strength, 
and helps produce finer castings by reducing the hazards of gas holes and blows— 


that’s National Bentonite. 


and us down to our 


last few sacks of 
that TOP 







These suppliers will give you quick service 





BENTONITE SALES OFFICE 
RAILWAY EXCHANGE BLDG. 
CHICAGO 4 « 


ILLINOIS 


These approved distributors will give you quick service. 


American Cyanamid Co. 
New York, New York 


American Steel & Supply Co., 
332 South Michigan Ave- 
nue, Chicago 4, Illinois. 


The Asbury Graphite Mills, 
Inc. 
Asbury, New Jersey 


Barada & Page, Inc. 
Kansas City, Missouri 
(main office) 
Also—(Branches) 
Tulsa, Okla. 
Oklahoma City, Okla. 
Wichita, Kansas 
Dallas, Texas 
Houston, Texas 
New Orleans, La. 


G. W. Bryant Core Sands, 


Inc. 
McConnelisville, New York 


Lloyd H. Canfield Foundry 
Supplies 
Kansas City, Kans. 
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Combined Supply and 
Equipment Company 
Buffalo 7, N. Y. 

The Foundries Materials Co. 
Coldwater, Mich. Also 
(branch) Detroit, Mich. 

Foundry Service Company 
North Birmingham, Ala. 

James R. Hewitt 
Houston, Texas 

Interstate Supply & Equip- 

ment Co. 
Milwaukee 4, Wis. 
Independent Foundry Supply 


°. 

6463 East Canning Street 
Los Angeles, Calif. 
Industrial Supply Co. 

San Francisco, California 


Klein-Farris Co., Inc. 
Boston, Massachusetts 


New York—Hartford, Conn. 


La Grand Industrial Supply 
Co. 
Portland, Oregon 


Marthens Company 
Moline, Illinois 
Carl F. Miller & Co. 
Seattle, Washington 
Pennsylvania Foundry Supply 
Sand Co. 
Philadelphia, Pennsylvania 
Refractory Products Co. 
Evanston, Illinois 


Robbins & Bohr 
Chattanooga, Tennessee 

Smith-Sharpe Company 
Minneapolis, Minnesota 

Steelman Sales Co. 
Chicago, Illinois 

Stroller Chemical Co. 
Akron, Ohio 

Wehenn Abrasive Co. 
Chicago, Illinois 

Western Materials Co., 
Chicago, Illinois 

Mr. Walter A. Zeis 
Webster Groves, Missouri 







(Continued from page 308) 
stein, vice president, Specialloy Inc 
as speaker. Robert L. Heath, dis- 
trict manager, Climax Molybdenum 
Co., was chairman. 

Fred L. Riddell, foundry metallur- 
gist, J. Kramer & Co., conducted a 
discussion on ‘General Nonferrous 
Foundry Practice’ at the Nonferrous 
roundtable. 

The chapter, at its regular monthly 
meeting Apr. 7, had Warner B. Bishop, 
manager, Foundry Products Division, 
Archer-Daniels-Midland Co., Cleve- 
land, as speaker on ‘‘Control of Core 
Production.” The program included 
the showing of that company’s film, 
“The ADM of Cores.’’—Erle F. Ross 


Lancaster- Y ork 


OME Foundry Problems and Ex- 
periences with Ductile Iron Cast- 
ings’’ was the title of the talk given 
by Douglas James, superintendent, 
Cooper-Bessemer Corp., Grove City, 
Pa., at the February meeting of the 
Conestoga Foundrymen’s Association. 
Using slides, Mr. James showed 
castings made by Cooper-Bessemer 
the past two and a half years and 
discussed problems encountered. Cast- 
ings ranging from 100 to 3000 pounds 
have been produced satisfactorily in 
dry sand molds, with special attention 
given to cupola melting control, lab- 
oratory control and gating practice. 
However, pinhole porosity is still en- 
countered in light castings made in 
green sand molds. 

At the business meeting preceding 
the featured speaker, the nominating 
committee presented the following 
slate of officers for 1952-53: Chair- 
man, Donald Smith, Riverside Found- 
ry, Wrightsville, Pa.; vice chairman, 
Lawrence Carey, Lancaster Malleable 
Co., Lancaster, Pa.; treasurer, David 
Keener, Burnham Corp., Lancaster, 
Pa.; secretary, A. G. Witte, Colum- 
bia Malleable Castings Corp., Colum- 
bia, Pa. Nominated to the board of 
directors are: J. Kenneth Smith, New 
Holland Brass, Bronze & Aluminum 
Co., New Holland, Pa.; and William 
Flinchbaugh, York Corp., Lancaster, 
Pa.—Mark E. Mohr, Hershey Machine 
é Foundry Co. 


Saginaw Valley 


IRST annual ladies night of the 
Saginaw Valley Chapter of AFS 
was held Feb. 7 at Frankenmuth, 
Mich. with a capacity crowd of 350 
present. Orchid corsages were pre- 
sented to the ladies and music dur- 
ing and after dinner was provided by 
Gertrude Garvin. 
Dr. Alfred P. Haake, writer, 1é- 
turer, mayor of Park Ridge, IIl., and 
(Continued on page 315) 
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(Continued from page 312) 

a consultant to General Motors Corp., 
was the speaker. He was introduced 
by R. Verne Righter, Central Foundry 
Division of GMC. Dr. Haake’s sub- 
ject was “Management—the Key to 
Progress.” It applied not only to 
management in industry but also in 
the home as well. He stressed hon- 
esty, especially, as a requirement; 
and pointed out that management is 
simply the ability to get people to 
do those things which they ought 
to do, even without having to ask 
them to do it. The ideas presented 
and the manner of presentation proved 
interesting to all present.—Roy S. 
Dahmer, Eaton Mfg. Co. 


Quad City 


T “BOSSES NIGHT” of the Quad 

City Chapter of the AFS, held 
Mar. 17 at the Fort Armstrong Hotel, 
Rock Island, Ill., approximately 135 
members and guests were present to 
hear Ralph L. Lee, public relations 
department of General Motors Corp., 
and columnist for FOUNDRY. 

Mr. Lee spoke on the “Science of 
Humanics,” in which he pointed out 
the necessity of dealing with the 
facts in our relations with employees. 
He described very vividly that every- 
one is different and that most people 
cannot change as much as we think. 
He also emphasized that no one is 
the same all the time, and must be 
dealt with accordingly. He closed by 
pointing out that one is as God made 
him, and that behavior of an individ- 
ual is the product of the kind of 
person he is multiplied by the condi- 
tions that exist divided by the shape 
he is in. Alex Matheson, French & 
Hecht Division, Kelsey-Hayes Corp., 
served as technical chairman. 

Preceding the talk by Mr. Lee, en- 
tertainment was furnished by John- 
son’s Melody Men, a group of singers 
from one of the local foundries.—Eric 
Welander, John Deere Malleable 
Works. 


East Texas 


EMBERS of the Texas Chapter 
4 of AFS from the eastern sec- 
tion of the state, have organized an 
East Texas section of the chapter 
and have held three meetings which 
have met with considerable enthusi- 
ism by the foundrymen in that area. 
The January meeting was held at 
Marshall, Tex.; the February meeting 
vas held at Lone Star, Tex., and in- 
luded a plant inspection of the Lone 
Star Steel Co. in that city together 
with a dinner and movies in the even- 
ing. The Mar. 14 meeting was held 
it Tyler, Tex. It is the group’s plan 
to rotate the meetings between the 
towns of Marshall, Lone Star, Tyler, 
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For 10 CFM or 100,000 CFM 
.-ecompare blower values 


Typical low-capacity R-C Rotary l Oss; 

Positive Blower. Sizes range |i ‘Oved Te Utat; Stance 

from 5 cfm to 50,000 cfm, ~ stom Otion 
permitting selection closely er SOtisf, . Maker 
matched to needs. Ition 


No need to take chances when buying blowers, exhausters or gas pumps. 
Just put this “detector test” to work on your specific problem and you'll 
arrive at the most satisfactory answer. 

For instance, if you’re debating between Rotary Positives and Centrif- 
ugals, remember that only Roots-Connersville builds both—the ex- 
clusive dual-ability line that permits unbiased recommendations. Their 
wide range of capacities supplies sizes and types that are quite likely to 
be most closely matched to your needs. 

For economy of operation, reliability and low maintenance, we refer 
you to a list of users that dates back almost a century. If you'll rate your 
possible choices on a performance basis, you'll usually find R-C equip- 
ment “tops” on the list. 

To help you make the most profitable, practical decision, our experi- 


ence is at your service. 


ROOTS-CONNERSVILLE BLOWER CORPORATION 


525 Madison Avenue, Connersville, Indiana 





Six R-C Multi-Stage Cen- 
trifugal Blowers equipped 
with automatic regulators 
to provide extremely wide 
range of operation at 
various pressures and ca- 
pacities, 
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and Longview, Tex., and Shreveport, 
La., all of which are within 1 or 1% 
hour’s drive of the other. 

Serving as chairman of the section 
is Robert C. Harrell, Lone Star Steel 
Co., Lone Star, Tex., and Robert K. 
Hoague of the same company is re- 
cording secretary. Committeemen are 
Paul Martin, Brewster Co., Shreve- 
port, La.; Joe Nettles, Mid-Continent 
Steel Casting Co., Shreveport, La.; 
R. E. Smith, Sollberger Engineering 
Co., Marshall, Tex.; William Speas, 
Tyler Pipe & Foundry Co., Tyler, 
Tex.; and Russell McBride, McBride 
Pattern Works, Longview, Tex. 
Robert C. Harrell, Lone Star Steel Co. 


Central Indiana 


DEMONSTRATION of the lab- 

oratory method of making shell 
molds was presented by Fred Carl, 
Arthur Anderson and William Hollar, 
Fabricast Division of General Motors 
Corp., at the Mar. 3 meeting of Cen- 
tral Indiana Chapter of the AFS. A 
panel discussion followed the demon- 
stration in which the opinion was ex- 
pressed that shell molding has a def- 
inite place in the casting industry 
but does not supplant any of the 
present foundry methods.—Paul V. 
Faulk, Electric Steel Castings Co. 


Central Illinois 


T THE February meeting of the 

Central Illinois Chapter of AFS, 
attended by 140 members and guests, 
Richard Herold, Borden Co., New 
York, discussed “Shell Molding.” He 
stated that the process will not re- 
place sand and die cast molding, but 
is applicable to various types of 
castings. Some large companies have 
spent millions of dollars in research 


on this process and have found that 
it is possible to produce castings with 
a tolerance of 0.002 to 0.003 in. per 
inch. The process has been adopted by 
both jobbing and production found- 
ries. Sample molds were available 
for inspection.—G. F. Lloyd, Brass 
Foundry Co. 


Connecticut Non-Ferrous 


LARGE attendance was pres- 
ent at the Mar 19 meeting of the 
Connecticut Non-Ferrous Foundry- 
men’s Association held at the Castle 
Restaurant, New Haven, Conn. Prin- 
cipal speaker was J. F. Ramey, Min- 
nesota Mining & Mfg. Co., who spoke 
on “Belt and Disk Grinding,” in which 
he discussed various applications for 
coated abrasives in the non-ferrous 
foundry. The meeting also included 
a film showing many applications for 
coated abrasives in jet plane build- 
ing.—Louis G. Tarantino, Niagara 
Falls Smelting & Refining Co. 


New Jersey 
hile foreseeing some easing in 
foundry operations this year 


compared with 1951, Kenneth Kramer 
executive editor, Business Week, looks 
forinvestment in plants and equip- 
ment, especially equipment, to be sus- 
tained on an average and also for some 
relaxation in government restrictions 
on the manufacture of consumer dur- 
able goods, all of which should tend 
to bolster foundry activity in1952. 

He spoke before the New Jersey 
Foundrymen’s Association, Military 
Park Hotel, Newark, N. J., Monday 
evening, Feb. 18 

Donald H. Workman, executive vice 
president, Gray Iron Founders’ So- 
ciety, Cleveland, outlined the society’s 
activities at the March meeting of 





CENTRAL INDIANA Chapter of the AFS saw a demonstration of shell molding 

at its meeting Mar. 3. Above, left to right, are: Fred Carl, Arthur Anderson 

and William Hollar, Fabricast Division, General Motors Corp., who gave the 

demonstration, and Carl Schopp, Link-Belt Co., Indianapolis, chapter vice chair- 
man. Photo courtesy Henry O. Yeager, International Harvester Co. 
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the New Jersey Foundrymen’s Asso- 
ciation. He spoke part.cularly of the 
meeting the officers of the gray iron, 
steel and malleable societies had 
early in March in Washington with 


Director of Defense Mobilization 
Charles E. Wilson, prior to his resig- 
nation; also of the financial survey 
which the gray iron foundry industry 
is arranging to have conducted by 
Ernst & Ernst, certified public ac- 
countants. The survey will cover sta- 
tistics for the years 1946-1951, inclu- 
sive. Importance of such statistical 
information in dealing with govern- 
ment agencies was emphasized.—Ben 
K.. Price 


Tri-State 


PECIAL guests at the Mar. 14 meet- 
ing of the Tri-State Chapter of 
the AFS were L. C. Farquhar, Amer- 
ican Steel Foundries, East St. Louis, 
Ill., a national director of the AFS, 
and a number of students who are 
taking foundry courses under the 
auspices of the educational division 
of the chapter. 

Speaker at the meeting was A\l- 
bert G. Zima, head of the western 
technical section of Internatioal Nick- 
el Co., Los Angeles, whose talk was 
entitled “Steel Castings,’’ and con- 
sisted mainly of a comparison of en- 
gineering properties between castings, 
forgings and weldments.—J. G. Win- 
get, Reda Pump Co. 


Reading 


EETINGS of special interest to 

both ferrous and _ nonferrous 
foundrymen were arranged for the 
Mar. 18 meeting of the Reading 
Foundrymen’s Association at the 
Berkshire Hotel, Reading, Pa. 

Speaker for the ferrous group was 
M. W. Demler, Harbinson-Walker Re- 
fractories Co., Pittsburgh, who dis- 
cussed “Linings for Basic Cupola Op- 
eration.” 

In addition, there was a sym- 
posium on brass, bronze and alumi- 
num practice at which James M 
Woodward, Excelsior Brass Works 
served as moderator.—W, I. Cassidy 


Eastern Canada 


T the Mar. 14 meeting of the 

Eastern Canada Chapter of AFS, 
Prof. Howard F. Taylor, Massachu- 
setts Institute of Technology, spoke 
on ‘Modern Trends in Foundry Prac- 
tice.” 

Progress in cast iron metallurgy 
is, he suggested, hampered by lack 
of fundamental study of the physica! 
chemistry of cast iron. He predicted 
improvements in cupola melting o! 
iron by hot blast, closed pressur 

(Concluded on page 318) 
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3 4 Hevitane of skill in a craft 


Peter Vischer, the great bronze founder, was a Fifteenth Century Guild Master 
and responsible for some of the most artistic castings that are today looked 
upon as examples of all time expert design and workmanship. 

As a boy Peter worked as an apprentice with his father. In those days 
every youth destined for a certain trade had to be apprenticed to a Master 
who was responsible for his education. 

This tradition has been carried on through the centuries—and today in our 
own plant we have many sons working along side of their experienced fathers, 


) As an example, here is an illustration of Master 





Craftsman Ben Szymanski and his well-taught 






and equally accomplished son George B. Szymanski. 










PETER VISCHER 
The Croftsman 
St. Sebald's Church 
Nirnberg 









PERMANENT MOLDS - WOOD AND METAL PATTERNS + KELLER AND 
DUPLICATOR WORK + MACHINE WORK - MALLORY METALS 
BERYLLIUM COPPER - MONEL METAL - EVERDUR CASTINGS 

COPPER CASTINGS OF HIGHEST ELECTRICAL CONDUCTIVITY 
BRASS, BRONZE AND ALUMINUM CASTINGS 


goily EAM 
FOUNDRY AND MACHINE CO. 


1161 HARPER AT RIVARD - DETROIT 11, MICHIGAN 
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Electro Engineers recognize and properly evaluate those factors 
that make every grinding operation a little different. e We note 
the nature of the operation, material to be ground and the accuracy 
and finish required but, more important, we consider the variable 
factors that are peculiar to your grinding wheel application. e Then 
and only then do we “tailor” our wheels for your operation. e Write, 
wire or phone for an Electro Sales Engineer to survey your needs. 
We are eager to make wheels for your specific purpose. © 
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(Concluded from page 316) 


stacks and basic linings. Still greater 
understanding of sand and its bond- 
ing agent is required. Professor Tay- 
lor believes shell molding provides 
the nearest approach to ideal molding 
practice in that it allows the sand 
grains to find their most effective 
arrangement against the pattern in 
dry state followed by bonding to- 
gether with molten plastic. Many 
other modern trends also were dealt 
with by the speaker.—A. E. Cart- 
wright, Crane Ltd. 


Electric Furnace Melting 


(Continued from page 161) 


used as refractory material for the 
bottom decreases as its temperature 
rises, more and more of the current 
flows through the hottest area, and 
it soon becomes so hot and soft that 
the melted steel cuts through it 
When the liquid metal encounters the 
water-cooled steel electrodes it quick- 
ly melts through them, and the re- 
sulting explosion fairly lifts the roof 
off the furnace. 

If only a dry metallic plate is used 
the steel simply goes through the bot- 
tom and into the pit under the fur- 
nace. In one American steel foundry 
that tried this design, break-throughs 
were so frequent that the conducting- 
bottom feature was abandoned after a 
few months’ operation. Any open- 
hearth operator could have told the 
furnace designers that it is hard 
enough to keep a refractory bottom 
in good shape, without attempting 
to make it a resistance element as 
well as an impervious basin to hold 
the steel. 

Other engineers hit upon the idea 
of striking the are above the charge 
between the ends of three electrodes 
and heating the metal entirely by 
radiant heat. Sometimes the three 
electrodes were spaced 120° apart 
around a cylindrical furnace and 
sloped downward at a slight angle. 
In other cases two electrodes were 
horizontal, the third vertical. In fur- 
naces of this type it was next to im- 
possible to keep the heat from strik- 
ing upward as well as downward, and 
no refractory material would long 
withstand the extreme temperatures 
to which the roof was_ subjected. 
Breakage of the electrodes, too, was 
constant; even when suspended ver- 
tically electrodes sometimes break, 
and when used in a horizontal posi- 
tion they simply don’t have a chance 

Accompanying illustrations show 
typical modern arc furnaces. Thi 
body of the furnace is enclosed in 4 
cylindrical steel shell, pivoted or 

(Continued on page 320) 
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\\ hen you need any non-ferrous ingot... brasses. bronzes and alloys of 


aluminum and magnesium ...see Federated first. 
Federated is non-ferrous metals headquarters 


... for the widest variety of the best foundry products 
... for practical and technical service that helps you 
make more profits. 
A technical literature library from which you can obtain help to solve 
common foundry problems is a feature of Federated service. Currently 
available are the following easy-to-read articles. Order by filling in and 
mailing the coupon below. 


Bulletin No. 122—-Pyrometry in the Non-Ferrous Foundry 
Bulletin No. 117——Melting Practice for Copper-Base Alloys 


Bulletin No, 104—Effect of Room Temperature in Intervals 
between Quenching and Aging 
of Aluminum Sand Casting Alloys 
Bulletin No. 123— Practical Steps for Reducing Porosity 
in Non-Ferrous Castings 
Bulletin No. 126—Effect of Magnesium on Aluminum-Copper 


Silicon Casting Alloys 


Sedewdul Wials Owiwen 
AMERICAN SMELTING AND REFINING COMPANY 
120 Broadway, New York 5, N. Y. 





Please send the bulletins which are circled. 
No. 122 No. 117 No. 104 No. 123 No. 126 


Name seed Title 


Company Name 


Address 


City. ee ee ae acco ict 
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Visit Booth 401-403 where a charming Miss 
awaits to adorn your lapel with 


our traditional convention carnation. 


gi! 


ickman, Williams & Co. 


(INCORPORATED) 


CHICAGO . DETROIT ~ CINCINNATI - ST.LOUIS - NEW YORK 
CLEVELAND - PHILADELPHIA - PITTSBURGH - INDIANAPOLIS 
Established 1890 
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(Continued from page 318) 
mounted on rockers so as to be tipped 
forward and backward, and provided 
with three vertical electrodes, each 
connected to one phase of a three- 
phase alternating current’ circuit 
Though a domed roof is not as easy 
or cheap to build as a rectangular 
arched one, the cylindrical shape is 
preferred because the working cham. 
ber can be heated uniformly, since« 
the walls are at approximately equal 
distances from the three arcs. Thi 
furnace roof is built in a separaté 
steel ring and rests upon the sid 
walls. 

The electrodes are suspended from 
horizontal arms attached to structural 
steel masts, and extend through open 
ings in the furnace roof, provided 
with water-cooled rings that fit them 
quite closely. Clamps that support 
the electrodes are also water-cooled, 
and can be readily and quickly opened 
to allow the electrodes to be slipped 
down when they have burned off too 
short to reach the bath. The cur- 
rent is carried to the electrodes 
through braided copper wire cables 
leading from the transformer. Thi 
latter is provided with  suitabl 
switches so that taps may be changed 
quickly to vary the voltage in the 
current fed to the electrodes. 


Masts Raised or Lowered 


The masts are so mounted that thi 
operator can raise and lower them at 
will, the exact design varying in 
different makes of furnace. Rheo- 
Stats are provided to make _ sma!l 
changes in the voltage, and hence 
the are length at each electrode. 
Automatic regulators, of which there 
are several different types, keep the 
arcs constant by making small ad- 
justments in the position of the elec- 
trodes. Current in the arcs is of quite 
low voltage and high amperage. The 
no-load voltages are most frequently 
around 200 for the high tap, 160 for 
the intermediate, and 120 for the low 

The furnace usually hag a ‘‘work- 
ing’’ door on each side and a tap-hole 
and spout at the front. Formerly 
the charge was put in through the 
doors, but in most steel foundries to- 
day, the roof can be quickly lifted 
off the body of the furnace and moved 
to one side. The entire charge, con- 
tained in a drop-bottom bucket, is 
then lowered into position with the 
overhead crane. In this way the fur- 
nace can be charged, the roof replaced 
and the current turned on, in two 0! 
three minutes, whereas it usually re- 
quired 15 minutes to 1,,-hr or more 
to feed the metal through the doors. 

The electrodes are made either of 
graphite or of amorphous carbon. 

(Continued on page 322) 
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¢ PERFORMANCE 


SUPERIOR > rcsnony 
| REDA 


REFLECTING TYPE 
STACK LOADING 
DIRECT FIRED 
MELTING 


FURNACE 


Performance and economy are the keynotes of 
the new Reda Reflecting Type Direct Fired Melt- 
ing Furnace for ferrous and non-ferrous metals. 
Advantages sought by all foundry owners, both 
large and small, are inherent in these cleanly 
designed, highly efficient furnaces. 





























These advantages will be 
a yours with a Reda Furnace: 
iew of single piece stack 


front, with swinging stack cover 1 Low First Cost 
in operating position. : . 





One-piece stack front and one- 2. Fast Heat—High Heat: 30 minute 
piece roof. Provides easy ac- e h i d 
cess to lining for maintenance. , preheat; full c arge gray iron rea y 


to pour 25 minutes after charging; 
full charge brass or bronze ready to 
pour 15 minutes after charging. 

3. Operating Economy: Highly efficient 
fuel mixer and proper chamber de- 
sign provide lowered fuel costs. 


4. Greatest number of heats without 
interruption. 


5. Maintenance: New type lid allows 
quick and easy entry to furnace for 





rt refractory maintenance. 
Swinging Stack Cover — Open tiaitines: Cady Qitiiaiaiittiinais 6. Low decibel noise level. 
osition and showing ease wit Position. Thi iti h A i 
which furnace may be charged. furnace ic te aeneien. - y Will best comply with health re- 



































virements of intra-city installation. 
CHARGE MELT CAP./HR. ‘ ° 
SERIES IRON BRONZE IRON | BRONZE 
ae 
5 ££ Boa + yaa 
ee 625 11007 18757 The New Reda Burner arrangement can operate from both 
0007 1125 #_| 20007 3375+ fuels simultaneously or be switched from one fuel to the other 
2000 | 2000+ 2250+ | 4000+ 1: 6750 Ss aide aed 
LARGER MODELS ON REQUEST SEE OUR BOOTH 
; No. 1118 
Phone or Write for Complete Details AT THE CONVENTION 








REDA PUMP CO. 


BARTLESVILLE, OKLAHOMA 
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1500-LB. PLATFORM 


carries flasks, cores, large castings . 

has stake pockets for adding sideboards 
.. tilts for easy pull-away when unload- 

ing. 32” width clears narrow aisles, doors. 





@ With 10 CU. FT. HOPPER 


Kwik-Mix Moto-Bug delivers sand to 
mixers or molding stations, hauls cast- 
ings from cleaning room to storage, 
handles coke and slag around ovens, 
cleans up scrap in shops and yards. 
This low-cost power wheelbarrow 
climbs 20% ramps fully loaded, turns 
in its own length... has instant grav- 
ity dump with snub-line control. With 
interchangeable flatbed platform, fork 
lift and scraper blade, Moto-Bug in- 
creases man-hour output on all ma- 
terial-handling jobs. 





= 


5-FOOT SCRAPER BLADE 


clears snow, does leveling ... can be at- 
tached without removing hopper. Blade 
sets at any angle, is supported by two 
swivel shoes, raises for travel clearance. 









(Koehring Subsidiary) 





IN ATLANTIC CITY AUDITORIUM... MAY 1-7 


[ae 
1000-LB. 


FORK 
LIFT 











With 12-ton ca- 
pacity at 15-in. 
load center, Mo- 
to-Bug Fork Lift 
has 5-ft. lifting 
height... pow- 
er-driven hy- 
drauvlic pump. 
Forks 20 or 30 
in. long are ad- 
justable to 32 
in. width for 
barrels, crates. 





KM257SP 


See this equipment at the 





(Continued from page 320) 
Because their electrical conductivity 
is higher, graphite electrodes are 
smaller for a given current carrying 
capacity than those of amorphous 
carbon, and are somewhat stronger, 
but more expensive. In the early 
days of electric furnace operation, 
they were also of more even size and 
roundness, and therefore could be 
made to fit closer to the roof cooling 
rings. More modern manufacturing 
methods, however, have largely elim- 
inated this difference. 

The electrodes are made with tap- 
ered threaded recesses at each end, 
into which graphite or carbon con- 
necting plugs are screwed. AS each 
electrode grows short, a new one is 
attached above it, and the suspended 
end of the old one can thus be al- 
most completely used up. At times, 
however, it will break off, especially 
When lowered against an uneven 
charge of scrap. When this happens, 
the broken piece should be dragged 
out of the furnace at once, other- 
wise the charge will absorb large 
amounts of carbon from it. 


Large and Small Furnaces 


Arce furnaces built *o hold 75 to 
150 tons of metal or even more, ar 
commonly installed in big modern 
steel plants. Steel foundries that 
require large heats of steel, however, 
prefer the open-hearth process, and 
only those making comparatively 
small castings use electric furnaces. 
Six, or occasionally 10 tons, is th 
maximum capacity usually installed 
and many foundries operate furnaces 
holding only 2 or 3 tons, or even 
less. 

The big steel mill furnezes are run 
very much as open hearths are, with 
at least a considerable proportion of 
liquid metal in the charge. Naturally, 
when operated in this manner, larg« 
furnaces are more economical than 
small ones. In steel foundry practice, 
however, only cold steel scrap is 
charged, and in furnaces of large ca- 
pacity it is a slow and awkward mat- 
ter to melt down all-scrap heats. 

Electric furnace steel, too, is used 
chiefly for light and medium weight 
castings, which must be poured with 
very hot metal, and to pour a large 
heat into small molds would take so 
long that the steel would grow too 
cold to “run” the castings. Finally, 
it is more economical of floor space 
to set up and close only enough smal! 
molds to take a light heat of steel, 
and to pour at short intervals, than 
to provide room for the much greater 
number of molds required to use thi 
steel from a big furnace. 

(Continued on page 327) 
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hi UNEQUALLED AS A PARTING AGENT IN 

ia THE SHELL PROCESS FOR CASTING METALS 

a Dow Corning 7 Emulsion is specified by the most extensive users of 
this new foundry process. Easily applied by spraying or dipping, 

un 

th 

ic DOW CORNING 7 EMULSION 

o | P.S. Visit our Booth No. 1237 

ly @ Provides fast, clean release of sand shell molds; speeds production. 

i @ Reduces build-up on patterns; helps to maintain close tolerances; 

de cuts cleaning costs and lengthens the life of patterns. 

a: Sand BIg eo SAMPLE OF 

" DOW CORNING 7 EMULSION @ Gives superior reproduction; improves surface finish; reduces rejects 

and machining. 

or write Dept. AH-17 for Data Sheet 

h @ Applied once, will release several molds; saves time. 

. Easily diluted with water and effective at low concentrations, Dow Corning 7 

oe Emulsion is nonflammable and noncorrosive; safe and easy to use. 

ly 





ATLANTA 
CHICAGO 
CLEVELAND 
DALLAS 

LOS ANGELES 


MIDLAND, MICH. 


NEW YORK 
WASHINGTON, D. C. 






DOW CORNING 
DOW CORNING CORPORATION SILICONES 









In Canada: Fiberglas Canada Lid., Toronto 
In England: Midland Silicones Lid., London 
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ONE SOURCE 


... for EVERY TYPE of abrasive in| | 








STRAIGHT WHEELS CUP WHEELS RUBBER-BUSHED S@RAIGHT WHEELS “MX” DISCS 


EATEN, TARRY TIAN RR TN TS I AAA A TS LY A Ne ‘ter 


...used on EVERY TYPE of portable | 











REDUCING WELDS ROUGH GRINDING SMOOTHING EDGES 
Straight Wheel Rubber-Bushed Straight Wheel “MX” Depressed Center Wheel or Disc 


... more proof that 
=> ny CARB 


“Carborundum” and “MX” are registered trademarks which indicate 
manufacture by The Carborundum Company, Niagara Falls, New York 
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MOUNTED WHEELS CLOTH DISCS CARTRIDGE ROLLS CLOTH SLEEVES 


= 3 i ON TS TS SA I: ANNA | RLINRRURAII LEONI GORI RUENARRIE: SURI NT LRN RONAN SRS INTIRARUN RTE ae ANP 


grinding spevation in metalworking -" 














ROUGH GRINDING DEBURRING POLISHING AND FINISHING 
Disc Cup Wheel “MX” Wheel or Cloth Disc Cloth Sleeve 
MAR K 


offers ALL abrasive products...to give you the proper ONE 
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NEVILLE 
Pig Iron 


Capacity 


Work is now progressing steadily on the erection of a 
new blast furnace at our Neville Island plant. When this 
furnace begins operation—scheduled for sometime in September— 
our capacity to produce Neville Pig Iron will be doubled. 
Our entire production of Neville Pig Iron is going to the foundry 
trade. The additional output of this new furnace will make it 


possible for us to serve our foundry friends better than ever. 





—_ PITTSBURGH | 


Quality Pig Iron for the fee} 43 & CHEMICAL ‘oF 


Foundry Trade 





COAL CHEMICALS © AGRICULTURAL CHEMICALS «© PROTECTIVE COATINGS e¢ PLASTICIZERS * ACTIVATED CARBON ¢ COKE e CEMENT e¢ PIG | 
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(Continued from paye 322) 

The cost of installing a large elec- 
tric furnace, with its transformer and 
lectrical equipment, is so high that 

must be kept operating steadily 
at full capacity, and shut-downs are 
extremely costly. Under steel foundry 
conditions, therefore, large electric 
furnaces would be at a disadvantage 
in comparison with open-hearth units 
of similar daily capacity. 

Originally, electric furnaces were 
operated “basic,” with a magnesite 
bottom and a slag composed largely 
of lime. At the very high temper- 
atures readily attained in the electric 
furnace, slags could be kept liquid 
when they contained much more lime 
and less metallic oxides than do basic 
open-hearth slags. As a result, the 
steel could be deoxidized, and its 
phosphorus and sulphur content re- 
duced, to an extent unattainable in 
any other process. Naturally, the 
electric furnace was at first hailed 


as the solution to all the steelmaker’s 


troubles, and was quickly adopted by 
a number of progressive steel found- 
ries. As will be described in detail 
later, however, the operating practice 
originally followed has been modified 
greatly in most steel foundries. 


Lining the Furnace 


The basic electric furnace is lined 
with a layer of elay brick laid flat 
against the bottom of the shell, fol- 
lowed by several courses of magnesite 
or chrome-magnesite brick, which ex- 
tend up the sides to a point a little 
above the slag line. The walls are 
usually of metal-case, magnesite or 
chrome-magnesite brick, though some 
operators prefer to use silica brick 
for the upper portion of the walls, 
which do not come in direct contact 
with the slag. The door arches are 
generally laid with silica brick, espe- 
cially if the furnace is to be run on 
single turn. The repeated heating and 
cooling of the furnace structure when 
operating only part time causes mag- 
nesite brick arches to spall and 
crumble rapidly. 

When the upper portions of the 
walls are laid with silica brick, it 
is advisable to make the entire back 
portion on the side opposite the spout, 
of basic material. This spot usually 
wears away faster then the rest of 
the walls, and requires refractories 
with the highest possible fusion and 
softening points. 

The furnace roof is practically al- 
ways formed of silica brick or shaped 
Silica blocks, since this material has 
greater strength at high temperature 
than any other refractory. It is gen- 
erally more economical to buy spe- 
cial silica blocks designed for the 
purpose, 


because though somewhat 
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more expensive than regular shapes, 
they can be laid at far less expense. 
A wooden form is kept on hand, and 
the roof built on it. To avoid shut- 
downs, two roof-rings are provided 
for each furnace, and a spare roof is 
made up as soon as a new 
put in place. 

As the roof is laid in a solid steel 
ring, it is impossible to take care of 
the expansion of the silica blocks by 
loosening tie-rods, as is done in heat- 
ing up an open-hearth furnace. Wood- 
en shims, therefore, are laid between 
the blocks, to allow for an expansion 
of 4% to 3/16-in. per ft. 

The bottom proper is composed of 


one is 


magnesite or one of the new prop- 
rietary basic materials. Formerly 





standard practice was to sinter the 
bottoms in place, but today they are 
more often rammed up cold. To 
set a sintered bottom, three pieces 
of old electrodes are laid on the bot- 
tom bricks, their ends meeting at 
the center of the furnace, and the 
electrodes are lowered against them 
Ares are thus formed under each 
electrode. The furnace .is preferably 
first warmed up with a wood fire, 
since it is difficult to heat it slowly 
enough at first with the heat from 
the arcs. When brought up to sin- 
tering temperature, layers of an inch 
or two of magnesite mixed with about 
10 per cent basic open-hearth slag 
are shoveled in and sintered, just as 
in building up an open hearth bot- 


Skim Gate Designed To Trap Foreign Material 


By O. K. YORSTON, Coast Foundry Co. Ltd., Vancouver, B. C. 


HILE engaged over a period 

of many years in producing 
Stove plate, pistons and other gray 
iron and aluminum castings, the au- 
thor has seen and used numerous 
types of gates designed to prevent 
the inclusion of foreign material with 
the metal entering the mold. Some 
were fairly satisfactory. Others an- 
swered the purpose for which they 
were intended, but were so clumsy 
and complicated that they found no 
place in a production schedule where 
time is measured in seconds. A third 


variety, baced on unsound theories, 
never got beyond the experimental 
stage. 


The gate pattern shown in the ac- 
companying illustration was designed 
and constructed over a year ago and 
has been in constant use with con- 
sistently satisfactory results. The 
example shown has two gate inlets D, 
but others in use have one, two, three, 
four or more gate passages depend- 
ing on the shape and size of the pat- 








tern to which they are attached. On 
plate patterns the gate is an integral 
part of the pattern. On loose patterns 
the gate is placed on the rollover 
board and in contact with the pat- 
tern. The gate pattern also may be 
adjusted to deliver metal either above 
or below the joint parting line in 
the mold. 

Any slag or sand carried down the 
sprue A with the first iron from the 
ladle passes first through the restrict- 
ed passage B and then has to rise 
over the dam or barrier C, as shown 
by the arrows in the sectional view 
at the left of the illustration. Before 
the iron can run over the dam it 
backs the metal to the runner and 
sprue A, thus trapping any foreign 
material and preventing it from en- 
tering the mold. The gate pattern 
shown forms the green sand dam 
C, but if for any reason the green 
sand is not considered sufficiently 
resistant to the flowing stream, a 
dry sand core may be employed 
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Gate pattern for forming green sand dam to trap foreign material 








tom. At intervals, the pieces of elec- 
trode are moved about with bars 
so that magnesite can be shoveled 
in under them. 

Most operators today prefer to ram 
in a bottom with magnesite or one 
of the proprietary materials, mixed 
with tar or some other binder. After 
the bottom is built up to the required 
thickness, the furnace is partly filled 
with coke, and arcs formed between 
this material and the electrodes. The 
heat is kept on until the rammed ma- 
terial is properly sintered. It takes 
less time to make up a bottom in this 


way, and it has been found that 
bottoms rammed in cold give as satis- 
factory service as Sintered ones. 
After the magnesite is well set, 
a “wash” heat may be melted down 
and a fairly fluid slag formed on it 
with lime, iron ore and a little silica 
sand. This slag is splashed up against 
the banks to complete the setting of 
the magnesite, and the steel is then 
poured out and pigged for remelting. 
The progress of sintering the mag- 
nesite, before the wash heat is put in, 
is observed by poking it with bars 
to see when it begins to stick to- 
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Instantaneous electronic flame failure 
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features and advantages 
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for steam boilers, water heaters, air heat 
ers, heating plants, industrial ovens, etc 


Backed by Eclipse 43 years’ experience 
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equipment 


Now you can use oil or gas in the same 
industrial or commercial heating equip- 
ment; change instantly from one fuel to 
the other with the flick of a switch — 
use whichever fuel is most easily avail- 
able —or most economical—or most 
suitable at the moment all without 
any mechanical or electrical changes. 
Eclipse Fyr-Matic’s dual atomization 
principle enables you to burn either oil 
or gas with maximum efhciency. Choose 
from mixed, natural or LP gas (800 to 
3200 BTU) and No. 1, 2 or 3 fuel oil. 


operation. Positive ignition in main 
burner; burning oil, direct electric spark 
ignition is used; for gas, ignition is pro- 
vided by a gas pilot 


Burner is a self-contained “complete 
package” No “extras” Quick, easy in- 
stallation. Capacity ranges 400,000 to 
1,500,000 BTU. 
Also available as 


straight oil Most Complete Lin 
A of Industrial Heating 
burner, for use 

Equipment 
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gether in one homogeneous mass. 

In regular operation, after eaci 
heat is poured into the ladle, all elec- 
trodes are hoisted up out of the way, 
the doors are opened, and the bottoia 
along the slag line is patched by 
shoveling in bottom material, exactly 
as in open hearth work. If there are 
holes in the bottom in which steel 
has lodged, the metal must be splashed 
out of them with rabbles, before 
patching the hole. Failure to do this 
results in the hole rapidly growing 
larger on successive heats, and finally 
to a break-out into the pit under 
the furnace. 

In a basic electric furnace, scrap 
containing comparatively high per- 
centages of phosphorus and sulphur 
can be melted and converted into 
high-quality steel, low in both of 
those elements. It is also possible 
to utilize material that open-hearth 
shops do not want, such as light sheet 


clippings, machine shop turnings, and 


so on. In fact, when electric furnaces 
were first introduced, some advocates 
of the process published cost esti- 
mates based upon melting only the 
very cheapest grades of scrap, and 
inexperienced operators attempted to 
run their furnaces in this way in reg- 
ular production. 


Sometimes False Economy 


It was soon found, however, that 
to melt down large amounts of light, 
bulky material so prolonged the time 
per heat, and resulted in such high 
melting losses, as to make it un- 
economical to operate in this man- 
ner. If the charge is really high in 
phosphorus and _ sulphur, too, the 
extra time, power and slag-forming 
materials required to eliminate these 
impurities far more than offset the 
saving through using cheap raw ma- 
terials in place of better grades. 

In view of the availability in this 
country of large amounts of fairly 
heavy scrap containing only moder- 
ately high percentages of phosphorus 
and sulphur, operators of basic elec- 
tric furnaces mostly melt charges 
containing not over 0.10 per cent P 
and 0.08 per cent S, and usually con- 
siderably less. As in any process used 
in steel foundries, an average of 
about 40 per cent of each charge 
must consist of heads, gates and de- 
fective castings. With this, per- 
haps another 30 per cent of fairly 
heavy purchased scrap is used, the 
remainder being light material. 

The loss of metalloids in melting 
a charge in the electric furnace is 
nowhere near as great as in the open- 
hearth process. However, the steel 
absorbs hydrogen and nitrogen as it 
melts, so that a carbon boil is de 

(Continued on page 330) 
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No need to guess when you use Fairbanks-Morse Foundry 
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produce high quality castings. You cut 
rejects... 
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Why not have your Fairbanks-Morse weighing 
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such as remote control indicators, photo- 


electronic controls and others. Fairbanks, Morse 


& Co., 600 S. Michigan Ave., Chicago 5, IIl. 
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(Coutinued from page 328) times limestone is used in place of of the hea-th. When the furnace has U 
sirable to eliminate these dissolved lime, but since the latter shortens a movable roof and the charge is V 
gases. To provide the necessary car- the time required to make a heat it dumped in all at once, an effort 2 
bon for this purpose, pig iron amount- is greatly preferred. Only high-grade should be made to set the scrap in li 
ing to about 2 or 3 per cent of th metallurgical lime, containing at least the charging bucket so that the heavy n 
total weight of the charge, or an 95 per cent CaO, should be_ used, material will lie in a mass within b 
equivalent amount of high-carbon and it must be kept dry and ex- the area covered by the electrodes. O 
steel scrap, may be melted with the posed to the air as little as possible, Some of the required lime may »¢ Ss 
other materials. As in open-hearth because the steel rapidly picks up shoveled in with the charge, but as is 
work, steel-foundry electric furnace hydrogen from lime or other ma- a rule it is added at intervals after iI 
operators have of late years utilized terials in the charge that have been the metal begins to melt. n 
crushed pieces of old electrodes in- allowed to absorb too much moisture. Upon lowering the _ electrodes ci 
stead of pig iron to add the required Fluorspar of the same grade as against the heap of scrap and turning t 
amount of carbon to the bath. that utilized in open-hearth operation, on the current, the arcs will at first ti 

It is desirable to have successive is used in the electric furnace, to in- be made and broken repeatedly, and li 
heats melt down at approximately the crease the fluidity of the slag without it is usually necessary for one of the Dp 
same carbon content, so that they decreasing its basicity. Silica sand operators to stand by the manual con- is 
can be “worked” in the same way, will serve the same purpose, and is trols, and raise or lower the elec: k 
with approximately uniform additions sometimes substituted for part of the trodes as required to maintain con h 
of iron ore or mill scale. The propor- fluorspar, but as silica increases fluid- tact. One of the helpers may als 
tions of shop scrap and of light and ity only at a considerable sacrifice of have to move some of the scrap about W 
heavy purchased scrap in each heat, basicity, it should be used in limited with bars, for the same purpose. For in 
therefore, should be varied as little as quantities, if at all. some minutes after the power is ré 
possible. For the same reason, when In charging a furnace by hand, the turned on, the sound of the arcs as te 
crushed electrodes are used, they heavy scrap is placed first, and as they break and reform, suggests the Ce 
should be broken uniformly to hickory far as possible is located immediately snorts of a fair-sized drove of drown- fr 
nut size, preferably in a small crush- under the electrodes, so that there ing hogs. tc 
er, so that they will be quickly and will be no delay in “making contact‘ Once the arcs are well established ol 
evenly absorbed in the melted bath. and getting the arcs established. The full current is turned on, and the elec- m 

The slag-making materials for charge should be well compacted, so trodes melt their way down through pc 
basic-electric furnace operation are as to carry the current freely, the the heap of scrap nearly to the bot- in 
burned lime, fluorspar, silica sand lighter material being placed above tom of the hearth, and then work re 
and powdered coke or graphite. Some- the heavy scrap, and around the sides back upward as the pools of metal co 
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under them grow deeper. The lime, 
which usually amounts to 1% or 
2 per cent of the weight of the metal- 
lic charge, is shoveled into the fur- 
nace in several batches, and should 
be deposited upon the growing pools 
f molten metal. After the heap is 
somewhat more than half melted, it 
is often necessary to hasten the melt- 
ing of the rest by prying the light 
material off the banks and into the 
center of the furnace. It is this chore 
that makes it so slow and tedious 
to melt charges containing much 
light scrap, in furnaces of large ca- 
pacity. As soon as the whole charge 
is melted, the current is reduced, to 
keep the temperature from rising too 
high. 

A small test block then igs poured 
with the spoon, and broken 
in half, one piece going to the labo- 
ratory for a check on the carbon con- 
tent. Most melters also estimate the 
carbon by the appearance of the 
fracture, and in a great many plants 
today the carbon is checked with 
one of the devices that measure the 


cooled, 


magnetic properties of a small bar 
poured in a cast iron mold. These 


instruments are provided with scales 
reading directly 
content. 


in terms of carbon 
They require special calibra- 











tion, however, for use in mak:ing low- 
alloy steels, and for high-alloy ma- 
terials are of little if any, assistance. 

The slag formed on the bath con- 
sists chiefly of the CaO of the burned 
lime, MgO absorbed from the bottom, 
and SiO,, MnO and FeO resulting 
from the oxidation of silicon, manga- 
nese and iron in melting, plus the 
FeO of the rust on the scrap. Un- 
less a good deal of the scrap is quite 
rusty, there will not be enough FeO 
to create a vigorous boil, and iron ore 
or mill scale must be added for that 
purpose. Occasionally a little fluor- 
spar is required also, to increase the 
fluidity of the slag. There will usually 
be from 40 to 50 per cent CaO, 12 
to 20 per cent FeO, about 10 to 15 
per cent SiO, and smaller amounts 
of iron and manganese oxides, in a 
normal basic slag. 

The function of the 
to make the bath boil 
part of the carbon, and 
absorb phosphorus as P,O.. To pro- 


slag is first 


by oxidizing 
second to 


mote the oxidation and absorption of 
phosphorus, the slag should contain 
from 10 to 20 per cent FeO and MnO, 
taken together, and between 45 and 
70 per cent CaO and MgO. Such a 
slag is quite black and fluid, and if 
the temperature is kept comparative- 
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ly low, will absorb within a short 
time after the boil subsides, a large 
proportion of the phosphorus from a 
charge containing a normal amount 
of that element. With higher phos- 


phorus charges, it may be neces- 
sary to allow the slag to remain 


on the metal for 20 minutes to half 
an hour longer. In any event, it 
is desirable to maintain a vigorous 
boil for at least 15 or 20 minutes, 
to eliminate dissolved gases from the 
metal. At the end of the boil, an- 
other sample is poured and sent to 
the laboratory for a check on the 
carbon and silicon content. 

With charges containing over 0.04 
per cent P, it is necessary to remove 
the first slag, since if it were left in 
the furnace the phosphorus would be 
reduced from it by the 
additions and so re-enter the steel. 
To do this, the shut off, 
the electrodes raised, and the fur- 
nace tilted until the slag runs out 
through the tap-hole and spout. In 
thus slagging off, the helpers 
the excess slag toward the front of 
the furnace with bars and rabbles, 
somewhat as dairymaids once skim- 
med cream from milk. To 
complete the job, it is generally 
necessary to thicken the slag by 


deoxidizing 


power is 


move 
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Here’s an installation of interest to every 
| foundry. The savings in time, labor, mate- 
| rial, accuracy of measurement and operator 
| convenience as well as the elimination of 
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both flow of material and pump operation 
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on this remarkable equipment. 
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spreading a little dry lime over the 
surface of the bath with shovels. 
When the bulk of the slag has been 
removed, the furnace is tilted back, 
the current turned on again, and the 
material for the second, deoxidizing 
slag is charged. 

At the end of the boil, the Mn of 
the bath generally will be between 
0.05 and 0.10 per cent, and the Si 
from 0.01 to 0.05 per cent. With 
normal charges, the C will be from 
0.03 to 0.07 per cent; it may reach 
0.10 or even 0.20 per cent, when the 
initial carbon content was high. Be- 
fore adding slag-making material 
the usual practice is to bring the car- 
bon up to a little under that desired 
in the finished steel, by additions of 
low-phosphorus pig iron, or crushed 
electrodes. 

Burned lime and fluorspar, in thé 
proportion of about 8 to 1, are then 
shoveled into the furnace in one or 
more batches. These materials gen- 
erally are mixed on the floor ahead 
of time, so as to be ready when 
wanted. Silica sand is sometimes sub- 
stituted for part of the fluorspar in 
the first batch, so as to obtain a 
fusible slag as quick!y as_ possible. 
Pulverized petroleum coke is added 
to the later batches, to create reduc- 
ing conditions and prevent any oxida- 
tion of the carbon in the bath. As 
the first batches melt, more are ad- 
ded until the proper volume of slag 
is obtained. 

When the slag is melted, the power 
is reduced and_ successive’ small 
amounts of pulverized coke are spread 
as evenly as possible over the bath. 


The slag tends to foam when the 
carbon is first added, and its color 


changes progressively from black to 
brown, then to a light greenish brown, 


(Continued on page 334) 

















“Hope you get out of the hospital soon, 
Bill. Don’t worry about your job—we have 
a kid doing it after school!"’ 






FOUNDRY 















































FOF 
GEN 
FAC 
COF 

















and you Il specify 
Ode 








“‘Lancaster’’ Mixer 
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Before you buy your next mixer for foundry 
sands—’Measure” it! Measure it in terms 
of man-hour productivity . . . of power and 
maintenance economy .. . of quality cast- 
FOR: ings produced. You'll find that “Lancaster” 


Mixers measure high in foundry practice 
GENERAL PURPOSE SANDS 


because: 
FACING SANDS (1) Formulas of any kind are mixed with 
CORE SANDS 


perfection and uniformity. 

(2) Mixes are fluffy and lump free—no fur- 
ther aeration is needed. 

(3) “Lancaster” Mixing is thorough—yet 
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* Measure by Man-Hour Productivity! 
* Measure by Power and Maintenance Economy! 
* Measure by Casting Quality! 


“Lancaster” Mixers are easily and eco- 
y 
nomically maintained. 


(4) Despite the speed of “Lancaster” mix- 
ing, no heat is generated in the mix. 
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(5) “Lancaster’s” are “power misers’’ oper- 
ating at maximum capacity on minimum 
power requirements. 


There's a “Lancaster” Mixer that’s just right 
for every sand mixing job in the foundry. 
Write today for free bulletin and engineer- 
ing data. No obligation. 
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(Continued from page 332) 

and finally to grayish white. Samples 
of the slag are taken at regular in- 
tervals by thrusting a bar into the 
bath, or from what adheres to the 
handle of the test spoon, and are 
cooled in water and broken to see the 
color of the fracture. 

When the metallic oxides in it have 
been largely eliminated, the slag as 
it cools will crumble to a grayish 
white powder. If further additions 
of coke are made, calcium carbide is 
formed by reaction between the cok: 
and the CaO of the slag, and the 
color of the slag changes to dar! 
gray. A st-ong odor of acetylene is 
noticeable in the steam rising from 
these carbide-containing slags) which 
crumble to powder as they cool, i! 
the same way as the white ones. 

The oxides of iron and manganes: 
are reduced from the slag and re- 
turned to the metal by the usua! 
reactions, 

FeO + C CO + Fe 

MnO + C = CO + Mn 
The deoxidized slag, which then con- 
sists chiefly of lime, fluorspar and a 
small amount of silica, absorbs sul- 
phur from the steel, in the form of 
CaS. The exact reactions by which 
this compound is formed are_ not 
known, but the conditions that re- 
sult in maximum sulphur elimination! 
are that the slag be highly basic and 
reducing, be fluid and hot and (prob- 
ably) that it contain fluorspar. The 
latter increases the activity of th 
slag by making it more fluid, and 
at the same time keeping it highly 
basic. With good practice, a con- 
siderable proportion of the sulphur 
can be eliminated from the charge 

The progress of the deoxidation of 
the slag is watched carefully, and 
when a white or gray color has been 
attained, the heat is ready to be 
finished. Generally the refining slag 
is in the furnace from 1 to 1% hr; 
half of this is taken up in forming 
the slag, the rest in deoxidizing it 
The required amounts of manganese, 
silicon and carbon then are added 
in the form of ferroalloys, and when 
they are melted and the steel brought 
to the proper temperature, the heat 
is poured into the ladle. 

In taking samples of the metal, thi 
long-handled spoon or test cup is first 
dipped only into the slag and when 
thoroughly coated, is thrust deepls 
into the bath and quickly withdrawn 
When the steel first is melted, and 
comparatively cool, it should be rab- 
bled with a bar before taking thi 
test, since it is apt to stratify badl) 
and to differ in composition from on 
level to another. This is particular!) 
true when an over-size heat is being 

(Concluded on page 336) 
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Air Cleaning 



















KNOW-HOW IS AT YOUR SERVICE! 


Fifty years ago, “Buffalo” Air Washers were solving dust problems 
for industry. Today our vast background of experience in dust and 
fume control is at your disposal. Whether your problem is the elimi- 
nation of a nuisance or air cleaning for process control, “Buffalo” has the equip- 
ment and the know-how to help you solve it. Call on us for recommendations. 


FIRST 
FOR FANS 


BUFFALO FORGE COMPANY 


221 MORTIMER ST. BUFFALO, NEW YORK 


PUBLISHERS OF “FAN ENGINEERING” HANDBOOK 


Canadian Blower & Forge Co., Ltd., Kitchener, Ont. Sales Representatives in all Principal Cities 
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Patternmakers ! 


Heres the book youve watted for! 





CATALOGUE TF - 52 





. 7 Bevels 
Bits & Drills 
Brad Setters 
Calipers & Dividers 


aes 


oR RR 


Chisels, Paring 


Detachable Gouges 


Gages 
Gouges 
Knives 
Lufkin Tools 
Micrometers 
i Planes 
! Planes, Sole 
i Protractors 
Y Rules 


a Squares 


Shrink Rules 
Spokeshaves 


Stanley Tools 
Starrett Tools 
Turning Tools 


Trammels 


ALL FROM ONE SOURCE! 
MOSTLY FROM STOCK! 


Sent without charge to patternmakers. Please 
mention the shop where you work and the 
number of men using tools. 


The WELLMAN Supply Catalogue 


for the shop buyer. 


COMPLETE WITH 
UP-TO-THE-MINUTE PRICES! 
CONTENTS (A partial list) 


9 covnaia i 


SPUCTS Co, 


PATTERNM AKER s. 
“SUPP Lips 
*. ois 2 
: SOUP MEN 
. 





Write 
for a copy 
today ! 


the W bibl 
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Abrasive Discs 
Abrasive Sleeves 
Alcohol 

“Celastic” Lagging 
Clamps 


Core Box Machines 


Core Box Pins 
Core Box Plane 
Dowels, Brass 
Dowels, Steel 
Dowels, Wood 
Dowels, Malleable 
Electric Tools 
Fillets 

Foundry Marks 
Glue, Liqui-Plastic 


Glue,Hide 

Lathes 

Letters, Pattern 
Machinery, Pattern 
Planers 

Pattern Plates 
Paracoat, Paraspray 
Routers 

Rapping Plates 
Sanders 

Shellac 

Saws 

Tablets, Bronze 
Wax 

Wax Fillet 





1449 EAST 49th ST., CLEVELAND 3, OHIO 


WELLMAN 
SQUARE HEAD 
BRASS AND 
STEEL DOWELS 


THE MILLER-WELLMAN CORE BOX, 


WELLMAN 

DIE CAST 
PATTERN 
LETTERS 


WELLMAN 
SCREW 
MACHINE 
PRODUCTS 


MILLING 


AND PATTERN MAKING MACHINES 
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(Concluded from page 334) 
made. On samples taken during the 
deoxidation of the second slag this 
precaution is not so necessary. 

When the heat is ready to tap, its 
temperature is judged by a sample 
taken in a well-slagged spoon, which 
should always be cold when put into 
the slag, and “slagged’’ for the same 
length of time, heat after heat. The 
slag is skimmed off the metal in the 
spoon, and the time required for it t« 
freeze over at the surface is taken 
preferably with a stop-watch. The 
portable optical pyrometer may als« 
be used to measure the temperature 
but it must be read quickly, since 
the spoonful of steel cools rapidly 
Another spoonful is taken and poured 
into the test block mold. With 
proper deoxidation, the steel in this 
test should lie quietly and freez 
over with a smooth flat surface. 


Fluidity Is Lower 


When steel is made as described 
above, it probably contains no mor 
dissolved oxygen than the amount 
that is in equilibrium with the carbon 
at the existing temperature, and its 
purity is higher than that of steel 
made by any other method. How- 
ever, its fluidity is definitely lower 
than that of less thoroughly deoxi- 
dized metal. It is thought that for 
maximum fluidity, steel should con- 
tain somewhat more dissolved oxygen 
than the amount that is in equilibri- 
um with the carbon; just how much 
more, however, is not yet known 
Because of its lack of fluidity, steel 
made by the two-slag method and 
thoroughly deoxidized, is almost 
always handled in a bottom pour ladle 
with stopper and nozzle, and is seldom 
if ever poured with “shank” ladles 
When attempts are made to shank it 
into very light castings, it soon be- 
comes too cold to run the molds. 

In the accompanying table is shown 
the log of a two-slag basic heat, 
which melted low in carbon, and 
therefore was not boiled in accord- 
ance with more usual practice. It 
will be noted that immediately after 
slagging off, the carbon was raised 
by an addition of pulverized carbon- 
aceous material, and at the same time 
part of the required manganese and 
silicon were added as _ ferroalloys 
The use of small amounts of pow- 
dered ferrosilicon to reinforce the etf- 
fect of the powdered carbon in de- 
oxidizing slag is also illustrated. The 
build-up of the deoxidizing slag from 
lime, fluorspar and sand (in the first 
addition) is in accordance with stand- 
ard basic practice. 

(To be continued next month) 
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MACLEOD BLAST EQUIPMENT 
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NEW he Comeplltly Uiirnili 


MACLEOD “AUTO-BLAST” 
ABRASIVE BLAST CLEANING MACHINE 


Self-Contained..Large Capacity..Can Give 24- 
Hours-A-Day Continuous Blasting If Required 


A completely new Macleod engineering development. A 
_—<aeeeniaicnmeneee double-chamber blast cleaning machine with a ccntinuous 
cae blasting cycle—no shutdown time for reloading. The Macleod 
“Auto-Blast” is foolproof ... requires no operatcr at the ma- 
chine. 
oa The refilling cycle is entirely automatic and does not de- 
Par rt ~~ os pend on outside sources—such as a synchrenized timing de- 
ier ~ ae w vice, or motor-driven pumps or valves. The automatic cycle 
(eae /t Sex et ; unit is built into the machine and is not iniluenced by the 
ft Fg, ao mn to? » type or rate-of-flow of the abrasive. No interchangeable 
abrasive controls are required and the number and diameter 
of nozzles is no problem. 
The Macleod “Auto-Blast’” machine can be used with 
rooms, tables, barrels, or special aut. matic devices. Send for 
complete descriptive literature. 


MACLEOD 
BLACKING 
SWAB 
SPRAYERS 


These sprayers have been especially designed for foundry use. They 
work on the suction principle and require compressed air to operate. 
They spray liquid facing on dry sand molds, or oil on dry sand cores 
—penetrating into the pores of the sand and into the pockets and 
corners which would be missed with the ordinary swab. Available in 
steel, brass, and copper, and in four sizes—1 to 5 quart capacities. 

Visit the MACLEOD Exhibit, Space 1235, at The International Foundry Congress 

and Show in Atlantic City. 
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The MACLE OD Company 


2232-40 BOGEN ST. CINCINNATI 22, OHIO, U.S.A. ESTABLISHED 1897 
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PREVENT CASTING LOSSES WITH 


BUFFALO BRAND 
VENT WAX 


Here’s the low cost way to provide sure, safe vent- 
ing of cores for even the most intricate castings. 
Right now, you can take steps to reduce or eliminate 
casting losses due to core blowing . . 

We'll send the sample . no obligation. 
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You can 
rely on 
“*KOOLHEAD”’ 
= and 
= ““STANHO” 
hill Nails and Spiders = products 


ACCURATELY 
CONTROLLED 
FOUNDRY 
CHILLING 





* WOODRUFF KEYS 
*MACHINE KEYS 
*MACHINE RACK 
“TAPER PINS 
“COTTER PINS 
*SPECIAL PARTS 
and other Stanho products 
Bulk or Packaged 


WRITE for CATALOG 
and PRICES 
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Choose any 
style from Jumbo to Stubby; 
slim, medium or horse nail blade; 
blunt, pointed, straight or 90° bent. 
There’s a type and size Koolhead 


Chill Nail or Spider Chill todo [iiumumtrr ORSE NA/L CORP 


your specific chill job best. NEW BRIGHTON, PA 
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ASTM Committees Review 
Many Specifications 


During the annual Spring Meeting 
and Committee Week of the American 
Society for Testing Materials held 
in Cleveland, Mar, 3-7 Committee A-3 
on Cast Iron discussed the chill or 
wedge test, chilled iron, and cast iron 
for elevated temperature use. 


In the case of the wedge test a 
proposed design and dimensional se- 
quence of test specimens’ with 
recommended procedures for their 
preparation, test and interpretation 
have been prepared. Test speci- 
mens of chilled iron have been de- 
signed for breaking without machin- 
ing so that influence of composition 
and cooling rate on mechanical prop- 
erties of the material may be estab- 
lished. Specifications for cast irons for 
elevated temperature use in _ pres- 
sure vessel as well as firebox servic« 
(A 278 and A 319) are to be re-sur- 
veyed with a view of raising or limit- 
ing sulphur and phosphorus con- 
tents. Current specifications for pipe, 
fittings and valves, general castings, 
pig iron, etc., were re-affirmed for fur- 
ther usage. 

Committee A-7 on Malleable Iron 
recommended that standard specifica- 
tions for malleable iron castings (A 
47-48) be revised so that test lugs 
would be required only if specified 
by the purchaser or if their use was 
standard practice as in the case of 
railroad castings. Note was taken of 
the approval for publication by the so- 
ciety of the tentative specifications for 
malleable iron flanges, pipe fittings 
and valve parts for railroad, marine 
and other heavy duty service (A 338- 
51T), and withdrawal of tentative 
specification A 277-44T. Some inter- 
esting work on impact properties of Moy 
malleable iron is being carried out by 
various members with the idea of de- 
veloping new types of test specimens 
as well as disclosing some further 
information on impact properties of 
the material. 








Committee A-10 on Iron-Chromium- 
Nickel and Related Alloys has com- 
pleted a proposed specification for 
iron-chromium and_iron-chromium- 
nickel alloy tubular centrifugal cast- 
ings for general applications. 


Committee E-4 on Metallography 
recommended that tentative methods 
for estimating the average ferrite 
grain size of low-carbon steels (E 8!- 
50T) and tentative recommended 
practice for determining inclusion 
content of steel (E 45-46T) be ad- 
vanced to formal standards. Work is 
nearing completion on a glossary of 
definitions of metallographic terms, 





(Concluded on page 340) 
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P&H is the only crane builder 
producing complete electrical equipment 
for overhead cranes. P&H electric motors are designed 
specifically for crane service — for frequent 
reversal, with ample safety factor. P&H crane 
L E T E L Y controls are designed for a single purpose — to insure 
the perfectly coordinated performance to meet your 
re | pe Ss i 8 L & x job requirements — and keep it that way! When 
you specify P&H crane electrical equipment, you can 
look to this one dependable source for complete 
service. There are no delays — no buck-passing. 
P&H — America’s leading crane builder — welcomes 
this complete responsibility! 





P&H Magnetorque* 
AC control is the greatest At the Foundry show: Visit the P&H Exhibit featuring Crane elec 
crane improvement in trical equipment Booths 1324-1326 Atlantic City—May 1-7. 
20 years. Ask about it! 


nists HM ARNISCHFEGER 


Corporation for electro-magnetic 


reso _ CORPORATION 


4405 WEST NATIONAL AVENUE @ MILWAUKEE 14, WIS, 

















Over 17,000 P&H cranes serve American Industry — far more than any other. 








POWER SHOVELS » CRAWLER AND TRUCK CRANES + OVERHEAD CRANES + HOISTS » ARC WELDERS AND ELECTRODES + SOIL STABILIZERS + DIESEL ENGINES + PRE-FABRICATED HOMES 
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You‘re sure of maximum furnace ef- 
ficiency under all conditions when you 
specify American Refractory Cements. 
Starrsil (Silicon-Carbide) Cements for 
Monolithic linings or patching and re- 
pairing are designed to keep your 
furnaces operating efficiently with a 
minimum of repair and upkeep. 
Whether you use Crucible, Open 
Flame, Detroit, Ajax Wyatt or Ajax. 
Northrup furnaces, there is an Amer- 
ican Cement designed to fit your 
special requirement. 

American Refractory shapes such as 
one-piece furnace linings, furnace cov- 
ers and carbon-bonded base blocks 
have the same high American quality 
and are available for prompt delivery. 


We invite you to visit our Booth 711 at the Foundry Convention 


AMERICAN REFRACTORIES & CRUCIBLE CORP. 





NORTH HAVEN 
CONNECTICUT 








ALSO MAKERS OF FAMOUS STARRBIDE CARBON-BONDED 
CRUCIBLES, GRAPHITE CRUCIBLES AND SUPER REFRACTORIES, 





(Concluded from page 338) 
and a program tor bringing the tenta- 
tive methods of preparac.on of met- 
allographic specimens (E 3-46T) into 
line with present praciice is in the 
formative stage. 

Committee E-7 on Non-Destructive 
Testing stated that comparison radio- 
graphs for steel welds are in final 
stages of preparation, and a recorn- 
mended practice for rad-ographic test- 
ing is being considered. It also has 
developed calibration blocks for ultra- 
sonic testing, a recommended color 
code for searching units, and reflec- 
tion and resonance methods for test- 
ing. Other projects under way include 
methods of magnetic particle testing 
and minimum requirements for all 
the various features of rad‘:ographic 
technique, including qualification of 
technicians and interpreters, prepar- 
ation of specimen surface, penetra- 
meters, number of radiographs, and 
identification of areas and films, as 
well as recording results. 


British Institute of 
Metals Meets 


Annual general meeting of the In- 
stitute of Metals (British) was held 
in London, Mar. 25-27. The evening 
of Mar. 24, the “May” Lecture was 
delivered at the Royal Institution by 
Dr. J. J. P. Staudinger on “The Place 
of Plastics in the Order of Matter.” 

The business meeting took place at 
the Park Lane Hotel, London, the 
morning of Mar. 25, with Prof. A. J. 
Murphy, president, in the chair. The 
secretary announced that the member- 
ship of the Institute had reached 
3882. He also announced that the 
autumn meeting would be held at 
Oxford from Sept. 15-19. 

Appointment of the following of- 
ficers of the institute was then an- 
nounced: Prezident, Di. C. J. Smithells 
director of research, British Alumini- 
um Co. Ltd., Gerrards Cross, Bucks.; 
vice presidents, G. L. Bailey, director 
British Nonferrous Research Assocl- 
ation, London, Dr. S. F. Dorey, chie! 
engineer surveyor, Lloyd’s Register! 
of Shipping, London; honorary treas- 
urer, E. H. Jones, director and gener- 
al manager (Bristol), Capper Pass 
& Son Ltd. Bristol. Prof. F. C 
Thompson, will serve as senior vice 
president for 1952-53, and assumed 
that office on Mar. 2&, 19€2. 

Awards of the medals of the inst 
tute were then announced as follows 

The Institute of Metals Medal t0 
William Sydney Robinson, until re- 
cently president of the Consolidated 
Zinc Corp., Ltd., in recognition 0! 

(Concluded on page 342) 
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ANOTHER DIE CAST PRODUCT MADE BETTER ON KUX DIE CASTING EQUIPMENT 


YALE 


AND TOWNE 
MANUFACTURING COMPANY 


MOaKES 













x DIE CASTING MACHINES x 
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x Arter 4 two-year survey of all leading machine x 
ee, g x 
o ° ® 
% manufacturers, The Yale & Towne Manufacturing od 
O . . . 
% Company selected KUX as the line of Die Casting x 
<2 . . . O 
. Machines superior to any in the country. seed 
2 ee 
& Now, production lines of powerful KUX Die = 
<2 . . . . 
& Casting Machines, installed in Yale plants, pro- 3S 
°, . . e 
= duce their various hardware castings on a ‘round- se 
oO - CY? 
the-clock basis. S58 
S82 
Possibly your product can be redesigned to ee 
O 


use die castings with substantial savings in man- 
ufacturing costs. Let KUX engineers give you 
the answer. 
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ress 

93 MODEL BH-30 ILLUSTRATED 

o 

& 
“ Hydraulically operated die casting ma- 
ss chine for production of zinc castings 
et weighing up to 10 pounds. 
x Write for illustrated catalog showing com- 
x plete line of KUX Die Casting Machines. 







KUX MACHINE COMPANY 


6725 NORTH RIDGE @ CHICAGO 26, ILLINOIS 
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We manufacture a complete line of all types and sizes of 
Foundry Chaplets, and all kinds of wire and metal for- 


mations for your foundry use. 
what YOU need, we'll design and develop just the 
CHAPLET to suit your requirements. 
specifications are invited . .. . for quick service, write 


for working samples. As a few of our specialties: 


i” y 
Prescent Brass Ae 


eel fatate ett tsty ty 
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RADIATOR CHAPLETS 
SHOULDER CHAPLETS 
BOILER CHAPLETS 
DOUBLE HEAD CHAPLETS 
MOTOR CHAPLETS 


(Regular or Extended stems) 


TIN TUBES 


(Plain or Perforated) 


FOUNDRY NAILS 
(Plain, Nicked or Barbed) 


SKIM GATES 

CORE WIRES 

CORE PLATES and SHIMS 
TAPER DRIVE PLUGS 


CRESCENT FUSETITE CHAPLETS ARE MADE ACCURATE 
OF PROPER ANALYSIS MATERIALS FOR THE FUSING-IN 


Being the Originators and Manufacturers of Radiator, 
Shoulder, Double Head and Motor Chaplets, Your Found- 
ry benefits by our Chaplet Manufacturing experience 
since 1889 for the leading Stove, Radiator, Boiler and 
Motor Foundries. 


We carry thousands of different types and sizes in stock 
for quick delivery, and have the facilities to make up 
special sizes promptly. 


WRITE FOR SAMPLES AND PRICE LIST. 





5766 TRUMBULL AVE. 


If we don’t already make 


Your inquiries and 


Jin Company 
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(Concluded from page 340) 
his outstanding services to the non- 
ferrous metal industries in develop- 
ing the Australian zinc-lead industry 
and the British zinc industry. 

The W. H. A. Robertson Medal to 
Cyril Ernest Davies, for his paper on 
“The Cold-Rolling of Nonferrous M¢t- 
als in Sheet and Strip Form”, pub- 
lished in the institute’s Jowrnal, 1950- 
51 vol. 78, pp. 501-536. 

The Rosenhain Medal to Prof. An- 
dre Guinier, Conservatoire Nationa] 
des Arts et Metiers, Paris, in recog- 
nition of his outstanding contribu- 
tions in the field of physical metal- 
lurgy, particularly in connection with 
precipitation phenomena. 

Professor Murphy then inducted the 
new president, Dr. C. J. Smithells, 
who since 1944 has been director of 
research of the British Aluminium 
Co. Ltd. 

Featuring the technical program of 
the meeting, was a day-long sympos- 
ium on “Equipment for the Thermal 
Treatment of Nonferrous Metals and 
Alloys.” This covered seven papers 
. .aling with the heat treating plant 
and equipment for ingots and proc- 
essed metals and alloys. 

About twenty papers of a more 
scientific nature were presented at 
other sessions of the meeting. 


Versatile Coreboxes 


(Concluded from page 155) 
length of the core print is also im- 
portant. The following table lists 
horizontal core print dimensions 
which have been found to be ade- 
quate for most applications: 


Diameter Core Print 
Core Length 
Less than 2 in. 2 in. 
2 to 6 in. At least equal to 


core print 
diameter 
Greater than 5in. 6 in. (minimum) 


The core prints are split longitu- 
dinally in half since one half is 
rammed in the cope and the other in 
the drag. 

Because of the inherent advantages 
of the simplified practices described 
in this article, other foundries ma} 
find it possible to adapt, modify, 0! 
improve them to suit their individua 
needs. 
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SEE "Teo Now Moulders' Vniend’ 


IN OPERATION AT THE FOUNDRY 
CONVENTION IN ATLANTIC CITY 





ANOTHER VALUABLE ADDED FEATURE 
PLACES THIS MOST EFFICIENT SAND 
CONDITIONER IN A CLASS BY ITSELF 


YOU WILL BE WELCOME 
AT SPACE 1832-1836 


“The Molders’ Qriend” Sand Conditioning Equipment, Dallas City, Illinois 
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and Supplies 


New EQUIPMENT 


For Additional Information on these Items Use Reply Card—Page 347 


(1)—Magnesium Flasks: F re- 
mont Flask Co., Fremont, O.—New 
magnesium slip flasks have replace- 
able live rubber corner inserts which 
completely cover corner gaps so no 
sand can lodge in the corners. The 
rubber also serves to spring the flask 
open when cam-operated corner locks 
are released. All standard flask sizes 
are available with either 4 or 5 de- 
gree tapered sides. Top and bottom 
flanges are steel faced. Inside side 
surfaces and flanges are accurately 


machined. Grooved steel pins and 





£YR-MATIC 




























guides are standard, but other styles 
are available upon request. Light 
weight of the flasks, one third less 
than aluminum, make them easy to 
handle with less worker fatigue. 

For More Details Circle No. 1—Page 347 


(2)—Burner: Eclipse Fuel Engi- 
neering Co., 1125 Buchanan St. 
Rockford, Il.— Combination gas-oil 
burner can ‘be changed from one fuel 
to the other instantly and automatic- 
ally by the flick of a switch. Fuels 
can be alternated according to avail- 
ability, economy or suitability. Other 
burner features include dual atomiza- 
tion, making possible use of oil or 
gas with equal efficiency; built-in 
tuyere engineered to give the rotary 
combustion principle; simplicity of 
installation with all internal wiring 
and piping supplied; adjustable bur- 
ner support, and electronic flame fail- 
ure control, assuring positive safety 
with either fuel. Mixed, natural, or 
L-P gas or number 1, 2, or 3 fuel 
oil may be used with equal efficiency 
Either type fuel can be burned with- 
out induced secondary air as _ the 
burner is designed to furnish its own 
air for complete combustion. 

For More Details Circle No. 2—Page 347 


7 e 

(3)—Cleaning Cabinet: Hyaro. 
Blast Corp., 2550 North Western Ave 
Chicago—Cabinet for cleaning small 
castings utilizes a high pressure sand- 
water stream directed against the 
castings through nozzles. The cabinet 
may be equipped with a _ turntable 
or stationary table, and the nozzle 
guns may be fixed or movable, de- 
pending on the type of work. Vari- 
ous other means of handling the 
work are available. Usually core re- 
moval and finished blasting may be 
done in one operation. 
For More Details Circle No. 3—Page 347 


(4)—Induction Furnace: Ajax 
Electrothermic Corp., Ajax Park, 
Trenton 5, N. J.—Mechanically oper: 
ated induction furnace was developed 
for high-speed production of precision 
castings. At the end of the melting 


344 










per 
stee 


of t 
mol 
leve 
pou 
fills 
pou 
espe 
plex 
ture 
tion 
be ¢ 
elec 
mon 
even 
out | 
ered 
hyd 
ata 
For M 


S$ 
Pipe 
Corp 
cago 
mac] 
tion 
dium 
shovi 
sizes 
tons 
scree 
The 


ns 





with 

to be 
found 
For Mo 


Tw 
trical 
cinnat 
variak 





fers 
thr: ug 
ually 








period—12 minutes for 5 lb of alloy 
steel—the preheated mold or invest- 
ment is clamped directly to the top 
of the crucible with a specially fitted 
mold holder. Operation of a control 
lever causes the furnace to rotate to 
pouring position and the molten metal 
fills the mold at the most desirable 
pouring rate. Induction furnaces are 
especially suited for melting the com- 
plex alloys common to high tempera- 
ture and corrosion resistant applica- 
tions. Temperature and analysis can 
be controlled within close limits. The 
electro magnetic stirring action com- 
mon to induction furnaces promotes 
even distribution of elements through- 
out the melt. The new furnace is pow- 
ered by a standard 20-kw mercury 
hydrogen type converter, and operates 
at a frequency of about 30,000 cycles. 
For More Details Circle No. 4—Page 347 


Sand Preparation: Beardsley & 
Piper, Division of Pettibone Mulliken 
Corp., 2424 North Cicero Ave., Chi- 
cago 39—Portable sand conditioning 
machine provides magnetic separa- 
tion and screening for small and me- 
dium size foundries. It is designed for 
shovel loading and is built in two 


sizes with capacities of 20 and 30 
tons of magnetically separated, fully 
screened and aerated sand per hour. 
unit 


The well-balanced is equipped 





with rubber-tired wheels and is said 
to be easily and quickly moved from 
foundry floor to floor. 
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Twin Grinder: Standard Elec- 
trical Tool Co., 2507 River Rd., Cin- 
cinnati 4 Twin motor, infinitely 
variable speed, snagging grinder of- 





surface 
throughout wheel life. Each individ- 
ually powered wheel operates inde- 


fers constant 9500 fpm 
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pendently and has separate start- 
ing equipment, plus independent in- 
finitely variable speed drive and 
safety interlock to prevent overspeed- 
ing of wheels. Speed change and si- 
multaneous adjustment of wheel 
guard to the wear of each wheel is 
accomplished by turning a crank 
handle. The large area work rest is 
adjustable and supported by the base. 
Grinder is available in 20, 24, or 30- 
in. sizes powered by two 5 to two 60 
hp motors. 
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Belting: Imperial Belting Co., 
1755 South Kilbourn Ave., Chicago 
23—Acid-resistant conveyor belting 
has been developed for use in opera- 
tions involving exposure to cutting 
oils and similar compounds with acid 


content. Belting is constructed of 
371%4-0z, tight woven silver duck, 
double stitched with innerlocking 


stitches to permanently prevent ply 
separation. Impregnation with special 
compounds is said to make the belt 
acid-resistant and produce a smooth, 


hard, low-friction surface that is 
ideal for deflection and slider bed 
service. 
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Work Clothes: Mine safety Ap- 
pliances Co., Braddock, Thomas, and 
Meade Sts., Pittsburgh 8—Work 
clothes made of Dynel fabric are said 
to resist acids, caustics, wear, moths, 
mildew, shrinkage, snagging, and 
tearing. Available in shirts, trousers, 
and coveralls, the clothes offer com- 
plete protection, yet are comfortable 
and neat appearing. They are easily 
cleaned and are unharmed by com- 
mercial dry cleaning and washing 
solvents, it is claimed. Chemical re- 
sistant qualities of Dynel are in the 
fabric itself, not added by a treating 
process. 

For More Details Circle No. 8—Page 347 


Cobalt-60: Tracerlab Inc., 130 
High St., Boston 10—Nineteen cobalt- 
60 radiography sources, ranging in 
Strength from 50 millicuries to 25 
curies have been developed for non- 
destructive inspection of metal ob- 
jects. Gamma rays emitted by Cobalt- 
60 have energies of 1.17 and 1.33 
million electron volts, which corres- 
pond to the effective energy of 2 
million volts of x-rays. These energies 
will permit examination of steel from 
1% to 6 in. without excessive exposure 
times. Sources are only 10 mm wide 
by 21 mm long, allowing them to be 
placed inside complex castings; are 
made of ferromagnetic stainless steel; 
have a large threaded hole to accept 
a remote handling rod: a small hole 











to allow handling with string; and 
have flats machined on each side to 
prevent rolling. In addition to the 
sources, the company has developed 
accessory equipment, including source 





magnetic remote handler, 
and personnel 


container, 
survey instruments 
safety. equipment. 
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Truck Loader: Efficient Equip- 
ment Inc., 1621 West Hastings St., 


Chicago 8—Loader, adjustable to any 
size dump truck, consists of an at- 
Saige od es: cate 4 





tachable shovel or magnet, lifting 
arms and hydraulic equipment. 
Trucks equipped with the unit are 
self-loading and also can be uced as 
light cranes for lifting materials into 
other trucks, bins and low gondola 
freight cars. The loader is mounted 
on the rear of the truck body and is 
operated by controls on top of the 
truck cab or from auxiliary controls 
on the truck side. Lifting arms may 
be equipped with a 1-cu-yd_ shovel 
or bucket, a magnet, or chains. Lift- 
ing capacity of the arms is about 4400 
lb. Hydraulic system is operated from 
the truck power takeoff. An auxil- 
iary generator must be installed for 
magnet operation. 
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Cupola Hot Blast: = Toda snip- 
yards Corp., Combustion Equipment 
Division, 81-16 45th Ave., Elmhurst, 
Queens, N. Y.—Hot-blast heater has 
been 


designed specifically for iron 
melting cupolas. Heater is said to 


heat pure uncontaminated air, of any 
foundry required volume, up to 1000 
F in a few minutes at small opera- 
tional cost and with practically no 
maintenance. It is a single package 
unit, comprising an all-metal combus- 
tion chamber, tubular heat exchanger, 
and their auxiliaries and accessories, 
mounted on a single base. The con- 
trol panel may be remotely located, 
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ROTO-FINISHING ee 
CLEANS YOUR PRODUCTS THOROUGHLY 
ON A MASS PRODUCTION BASIS 


ROTO- 
FINISHING 






Now you can eliminate costly hand 
methods of finishing your parts .. . 
no matter what type, shape or quan- 
tity . . . by using the original mech- 
anical Roto-Finish finishing process. 
And only Roto-Finish gives you these 
exclusive processes . . . the results of 
pioneer engineering in the field — 
5 PLUS the advantage of obligation-free, 
ig id guaranteed recommendations. 





DW 45-36-2 













ROTO-FINISH GIVES YOU OTHER ADVANTAGES TOO! 


e Your parts are cleaner ... more acceptable 
. . more saleable. 
You can maintain exact tolerances on precision 
parts with no significant dimensional changes. 
Cuts as much as 80% from finishing costs. 
o § 

Produces uniform finishes in quantity lots. 
Reduces operating expenses because one Roto- 
Finish machine usually replaces several manual 
finishing operations . .. its simplicity keeps 
»perating and maintenance costs low. 


Write for free fact-packed catalog. 


COMPANY 


P.O. Box 988 — 
Phone 3-5578 


Ko70-Fintd 


associated with The Sturgis Products Co. 
3720 MILHAM ROAD, KALAMAZOO, MICH. 








FOREIGN REPRESENTATIVES: CANADA — Windsor — Roto-Finish Canada Limited °¢ 
ENGLAND — London — Roto-Finish Limited — 39 Park Street — Mayfair * AUSTRALIA 
— Melbourne — A. Flavell Pty, Ltd. * HOLLAND — Delft —N. V. Roto-Finish Maatschappij 
— Rotterdamse — WEG 370A * AUSTRIA, GERMANY, SWITZERLAND — Frankfurt a.M. 
— Metallgesellschaft A.G., Germany * ITALY — Milan — Societa Roto-Finish a R.L. — 
Sesto S$. Giovanni — Viale E. Marelli 31 * FRANCE — Paris — Sociote Roto-Finish, 70 
rue de la Republique-Puteaux (Seine) * BRAZIL — Rio de Janeiro — Commercial E. 
Industrial de Formos Werco, Ltds. 














“ ORIGINATORS OF THE ROTO-FINISH PROCESS 


and the unit may be manually 
automatically controlled. The combu :- 
tion chamber may be fired with o 
gas, or a combination of both, a: 
automatic controls keep the procs 
air of the hot blast within+5°F 
the chosen range regardless of tie 
volumetric load changes in the bla 
required by the cupola operator. A 
delivered to the cupola does not « 
tain the products of combustion. 
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Vibrator Clamp: viber Co., 7” 
South Flower St., Burbank, Calif 
Air-operated mounting clamp is « 
signed to speed up attachment of 
external vibrators to loaded cars or 
trucks. No lengthy installation i 
said to be necessary as air pressure 
applied first to the clamp causes Spe- 
cially designed jaws to grip suitable 


im Si es 


mm 


-—t ct 


fo >) 


7) 





steel members such as an exposed 
angle. This is said to require only 
a few seconds and air can be applied 
to the vibrator immediately for what- 
ever period vibration is necessary. 
For More Details Circle No. 12—Page 347 


Melting Furnace: Reda Pum; 
Co., Bartlesville, Okla.—The compa- 
ny’s furnaces for melting ferrous and 
nonferrous metals now incorporate 
these new features: Swinging stack 
cover for ease of charging; one-piect 
stack front and one-piece roof, giving 
easy access to the hearth for main- 
tenance; positive tilting device of the 
mechanical type, electrically powered 
but equipped for manual tilting in 
event of power failure. The furnaces 
are available in size ranges from 400 
to 2000 series. 

For More Details Circle No. 13—Page 347 


Refractory Brick: North Amer. 
ican Refractories Co., 1012 Nationa! 
City—East Sixth Bldg., Cleveland 14 

Clay-graphite refractory brick 
prefired product and is claimed | 
have the ability to shed slag, prevent 
ing rapid deterioration of the refrac 
tory. Successful installations includ 
most ladles, blast furnace spl!a 
plates, blast furnace runners, pig !1a 

(Continued on page 349) 
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AVAILABLE FOR THE ASKING—This reader-service is de- 
signed to provide foundrymen with “idea’’ and reference 


material. 


Listings are selected from company product lit- 


erature and reprints of special FOUNDRY editorial articles. 


50. Give This a Tumble 
American Wheelabrator & Equip- 
ment Corp. — You won’t call your 
batches of castings, forgings, stamp- 
ings, heat treated parts, etc., other 
names when you see how well the 
Wheelabrator Tumblast machine blast 
cleans and finishes them. Get the 
how’s, why’s and other data in 16- 
page illustrated catalog No. 254-A. 
Actually see what this can do for you. 


51. For Smooth Cuts, But Fast 

Linde Air Products Co.—Get the 
Oxweld C-32 cutting blowpipe with 
the floating mixer for smooth, fast 
cuts says 4-page illustrated bulletin 
P-21950. How it operates, where it is 
used, types of nozzles and other valu- 
able info are yours for checking this 
number. 


52. Give Dust a Whirl 

Peters-Dalton Inc.—16-page illus- 
trated technical bulletin No. 101 gives 
you all the dope on the Hydro-Whirl 
method of wet dust control. It gives 
you the styles available, applications, 
advantages, sizes and much pertinent 
data. With it, there is no need to tell 
employees or neighbors “excuse our 
dust.’’ 


53. For Better Results— 
Atlantic Chemicals & Metals Co.- 
You can treat yourself to better re- 
sults when casting and when smelting 
or refining by using Immunitas prod- 
ucts described in this 12-page folder. 
Also get the dope on Zincorex DT for 
die casting and other products for 
cleaner metals and sounder castings. 


54. Savings a la Hopper 

Roura Iron Works, Inc.—You can 
save 50 per cent of your labor time 
with Roura self-dumping hoppers, ::c- 
cording to 4-page illustrated bulletin 
PM100. Made in various capacities, 
stackable and versatile, hoppers re- 
duce fatigue and step up production 
Hop to it! Get this bulletin! 


55. Recover Those Rejects 
Tincher Products Co.—If you have 
rejected castings and have diagnosed 
the trouble as porosity, then the ‘T'in- 
cher Process can be the cure. Fifty- 
nine (59) questions on the process are 


—— Additional Information? 


For additional 


information on any of the 


answered in this spiral-bound illus- 
trated brochure. If your casting must 
withstand liquid or gas pressure, latch 
onto this booklet—it has all the an- 
swers. 


56. You've Been Flasking for It 

V-G Flask & Fitting Co.—yYour 
foundry operations will become more 
fruitful if you use Cherry Snap 
Flasks, described in 4-page illustrated 
price list No. 52. All pertinent data 
is included. a sheet on V-G 


Also 
wide V-pin assembly. Get this! 


57. A Bully of a Tool 

Wilkinson Equipment & Supply 
Corp.—A thousand different cutting, 
chiseling and routing jobs can be per- 
formed by the Bantam Bully air ham- 
mer capable of delivering 13,000 blows 
per minute. 4-page bulletin describes 
this tool and relates its use in electric 
motor and auto repair shops, factories 
and foundries. 


58. Safety Clothing 

B. F. McDonald Co.—Everything in 
line of safety clothing from suits to 
gloves is pictured and described in 20- 
page catalog No. 50. Contents cover 
safety hoods, suits, jackets and pants, 


aprons, capes and sleeves, gloves, 
hand and knee pads, leggings, toe 
guards, boots and insoles. Play it 
safe! 


59. Cupola Efficiency 

Foxboro Co.—Hundreds of found- 
ries are profiting by using the Fox- 
boro Air Weight Controller described 
in 14-page illustrated bulletin 268-3. 
By supplying the proper weight of 


air, uniform melts are assured. You 
can get top efficiency, too. 
. . 
60. Air Compression, Etc. 
Schramm Inc. That _ invisible, 
odorless combination of gases—air 


is the subject of three highly inter- 
esting brochures. No. C-50 B “Sta- 
tionary Air Compressors, Their Sale 
and Installation” is illustrated and 
has 32 pages. Much basic data can 
be found in the 8 pages of No. C-52- 
B “Fundamentals of Air Compres- 
sion.” And in 8-page No. C-53-B, 
you'll read about “Electricity as used 


for Schramm Air Compressors.” 





items described under “New 


Equipment and Supplies,” “Trade Publications’ or “Helpful Literature” in 


this issue—simply circle corresponding item numbers on one of these cards 
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61. Foundry Equipment 

Sterling Wheelbarrow Co.—Don't 
let the this company fool 
you—it is offering a broad line of 
foundry equipment, including flasks 
of many types, flask accessories, pins, 
bushings, core plates, buggies, wheels, 
Wheelbarrows (yes), carts and trucks 
Get 52-page illustrated catalog 64. 


name of 


62. Thermocouples & Accessories 
General lectric Co.—Step right 
this 24-karat catalog 


thermocouples, compon- 


rs 
rm 
up and get 


GEC-714 on 


ents and accessories for your pyrom- 


eter installation It has 20 pages 
with illustrations, tables and data 
compiled to help you. Ordering ex- 


amples included will assist you. 


63. Sand Ramming Equipment 

Pettibone Mulliken Corp., Beardsley 
& Piper Div.—We’re not slinging it 
when we say that 36-page technical 
bulletin No. 310 gives you a-l-] the 
dope on the stationary Sandslinger 
and Speedslinger sand ramming 
equipment. Features, specifications, 
photographs and engineering draw- 
ings are there. 


64. Get to the Core of Things 
United Oil Mfg. Co.—In the six 
technical bulletins (Nos. 1, 2, 15, 16, 
19 and 38) contained in multipage 
catalog “‘Aqua-Set Core Binders” you 
come in contact with a wealth of in- 


fo on these binders. Directions for 
using, user findings and tables are 


included. 


65. Melting & Refining Furnaces 

Hey! Don’t pass this one up. Here 
62-page well-illustrated catalog 
out from which you will get extra. 
It describes in infinite detail Moore 
Rapid Lectromelt Furnaces for melt- 
ing and refining of iron, steel, nickel 
and copper, so get it quick. Offered 
by Pittsburgh Lectromelt Furnace 
Corp. 


66. Let's Not Be Obnoxious 
American Wheelabrator & Equip- 
ment Corp.—The good neighbor policy 
applies to industrial plants too. Dust 
and fume control is essential to good 
housekeeping in plants, minimum 
maintenance, and health and happi- 
ness of your workmen. To find out 
how obnoxious or dangerous dust and 
fumes can be controlled, get a copy 
It contains 36 pages 


Dustube unit 


is a 


"9 ~D 
>. 


of catalog 72- 


R 
of practical data on 


67. Shake 'Em Loose 

Cleveland Vibrator Co. 
Lately?” is title of 4-page bulletin 
108 that shows how air-cushioned 
pneumatic vibrators will move, settle 
or package bulk materials. Complet« 
data on various sizes of vibrators, 
valves and fittings are included in 
catalog 105. Copies are yours for 


the asking. 


“Bin Stuck 


68. Castings Porous? 
American Metaseal of Detroit, Ini 


You'll have ore er in 

1 your jeans if you can take adval 
tage of th nfo in th { Ide 
It has a description of impregnation 
348 


process for eliminating porosity or 


leakage in castings; a description of 
pressure bonding process to eliminate 
nut and bolt and screw and thread 
assemblies and soldering or welding 
and general information on Metaseal 
19V5 impregnating material. 


69. Steel Flasks 

Shanafelt Mfg. Co.—Need any 
flasks? Not the hip pocket models 
but the steel foundry type. Then 
send for 18-page bulletin F-10 which 
illustrates a wide range of styles 
and sizes of steel flasks and acces- 
sories. Accessories include bottom 
plate, pin lugs, trunnions, flask clamps 
and lugs, bars and bar lugs, pins and 
bushings. 


70. Hot Stuff 

For a complete line of melting 
holding equipment, open up a 
copy of 12-page bulletin No. 551 
There you'll find a size and type of 


and 


Lindberg-Fisher furnace for every 
need. hey’re made by Lindberg 
Engineering Co. You need this book 
let if you melt metal. 





IMPORTANT READING FOR FOUNDRYMEN 
We have a limited quantity of the follow- 
ing reprints which we can furnish while 
they last. 


71. Centrifugal Casting 

If you’ve been going round and 
round lately, maybe information on 
“Some Recent Developments in Cen- 
trifugal Casting” is what you need 


to straighten you out. [Illustrated 
12-page FOUNDRY reprint consists 
of two articles, the first of which 


concerns employment of metal molds, 


while the second deals with dual- 
metal castings in which dissimilar 


metals are cast within centrifugal 


mold. 


72. Casting Valve Seat Inserts 

Sit up and take notice if you want 
to know about “Casting 100,000 Valve 
Seat Inserts Daily.” Bob Herrmann, 
FOUNDRY Associate Editor, report: 
in an 8-page illustrated reprint how 
Engineering Castings Inc., Marshall 
Mich., reached this remarkable pro- 
duction figure in a little over 5 years 


of operation. 


73. Foundry Efficiency 

Want to double your foundry pro- 
duction? Maybe you can come close 
by reading FOUNDRY reprint entitled 
“Efficient Operation Doubles Found 
ry Production.” It reports how ont 
Canadian outfit designed to produce 
35 tons of castings in an 8-hour day 
boosted its average output to 165 
tons in two 9-hour shifts. 


74. Doubles Foundry Output 
Studebaker Corp.—yYou’ll have no 
doubt as to whether Studebaker is 
coming or going after reading this 
highly illustrated 32-page reprint 
“Studebaker Doubles Foundry Ca- 
pacity.’ <A series of three informa- 
articles, report tells how con 
pany modernized its gray iron found 
ry and doubled productive capacit) 
without suspending operations. 
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(Continued from page 346) 
chine runners, electric furnace run- 
ners, cupola spouts, cupola _ fore- 
hearths, etc. Brick are available in 
9-in. straights and most standard 9- 
in. series brick. Special shapes can 
be produced on request. 

For More Details Circle No. 14—Page 347 


Tractor-Shovel: Frank G. Hough 
Co., 703 Seventh St., Libertyville, Ill. 
Four-wheel drive tractor-shovel has 
a 1l-cu-yd bucket with 60-hp diesel 
or 54-hp gasoline power optional. Unit 





is equipped with large pneumatic 
tires, same size all around, and has 
four speeds in both directions. Rear 
wheel steering with power booster 
plus short wheel base makes the ma- 
chine easy to operate and highly 
maneuverable, it is claimed. Finger- 
tip controlled hydraulic power raises 
and lowers and dumps and closes the 
bucket. Automatic quick tip back of 
the bucket is provided so that heaped 
bucket loads can be retained without 
spilling and can be carried low for 
good machine balance and full oper- 
ator visibility. Bulldozer blade, crane 
hook, fork lift and snow plow at- 
tachments are available, quickly in- 
terchangeable with the bucket. 
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Chain Connectors: Interstate 
Drop Forge Co., Products Division, 
1001 North 27th St., Milwaukee 9 
Connecting links for carbon and alloy 
chain are said to be stronger than 
alloy steel chain of comparable size. 





Two sizes of links will connect any 
Size chain from 4 to %-in., depend- 
ing upon type of chain used. Other 
Sizes, up to 3 in., are available. To 
make a connection, half of the link is 
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CENTRAL PATTERN CO. 


‘It’s the Hottest 
Melting Furnace 
we know of!” 


‘“‘We’re extremely well pleased with 
our Johnston Brass Melting Furnace. 
Our average melting time for a 1,000 
pound heat in this gas fired furnace 
is one hour. It’s clean and it’s really 
FAST! We like it so well that we have installed a Johnston Burner and Blower 
on a competitor’s furnace we have here. The new Burner and Blower have 





cut our melting time almost in half for this furnace!’’ 
Frank Ryan, V. P., St. Paul Brass Foundry 
451 E. Sixth St., St. Paul, Minn 


JOHNSTON BRASS MELTING FURNACES 
Tilting Crucible Type + Oil or Gas Fired 
for Melting All Brasses, Bronze, Copper & Aluminum 


Write Today For More Information! 


OVER THIRTY YEARS EXPERIENCE IN THE DESIGN & MANUFACTURE 
OF INDUSTRIAL HEATING EQUIPMENT 


[BREE 


; MANUFACTURING CO. 
JOHNSTON) JOHNS 8) | 2825 EAST HENNEPIN AVE. 
£2 erono” MINNEAPOLIS 13, MINN 


ENGINEERS & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 





CENTRAL saves you important 
dollars on your pattern costs 
—and gives you precision 
made, expertly engineered 
patterns that save foundry 
expenses all along the line. 
Ask your friends about 
quality CENTRAL pat- 
terns. Get CENTRAL'S esti- 
mate on your next pattern 
job. CENTRAL'S “big plant" 
equipment and “small plant” 


HERE’S A GOOD EXAMPLE OF 
CENTRAL CRAFTSMANSHIP 


Fully machined magnesium 
book type green sand core 
box and fully machined alu- 
minum cope and drag plates 
for accurate, economical pro- 
duction of tractor shoes in a 
modern foundry. 


fesse Cbd rrovucts 


349 


efficiency will mean real sav- 
ings to you—where savings 
really count. 


Quincy, Illinois 





slipped into each of the two sections 
being connected. Link halves are 
assembled and the spacer driven be- 
tween the links. Projecting points 
on the spacer then are peened. 
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Fire Extinguisher: walter Kidde 
& Co., 675 Main St., Bellville 9, N. J. 
—Pressure-operated, dry chemical, 
portable fire extinguisher may be 
serviced, following discharge, by pour- 
ing 5 lb of dry chemical into the 
powder chamber and, with a gas sta- 
tion or factory air line, charging the 
unit with 150 Ib of compressed air. 
Nozzle discharges a cloud-like pat- 
tern which is the most effective for 
extinguishing flammable liquid and 
electrical fires. With a range of 5 
to 7 ft, the cloud pattern also elim- 
inates the possibility of splashing 
burning substances as a result of too 
forceful a discharge stream. Extin- 
guisher features a trigger-type finger 
control, and a gage built into the 
handle to show pressure in the unit 
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Level Indicator: Bin-Dicator Co., 
13946-107 Kercheval, Detroit 15—Bin 
level indicator is designed for sus- 
pended installation from above and 
can be located anywhere in the bin 


where there will be a free flow of 
material to and away from the 
diaphragm. Unit is said to be suc- 


cessful in bins containing materials 
which build up on the walls and flow 
down through the central area only. 
Indicator may be drilled and tapped 
to take any size pipe up to 2 in.; 
the support pipe also accommodates 
electrical wiring. 3ecause of the 
manner of mounting, the installation 
can be moved up or down in the bin 
to operate at different levels or lift- 
ed out for inspection. 
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Welding Rods: Metal & Thermit 
Corp., 100 East 42nd St., New York 
17—Hard-facing electrodes and acety- 
lene welding rods were developed for 
hard-facing applications requiring 
extreme abrasion, medium and heavy 
impact, severe shock, high red hard- 
ness, and extreme heat and corrosion 
resistance. In addition, a new tungs- 
ten-carbide rod provides an excep- 
tionally slag-free deposit, allowing 
all residue to be cleaned away by 
wire brushing. 
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Wax Lubricant: Industrial Proa- 
ucts Dept., S. C. Johnson & Son Inc., 
Racine, Wis.—Blend of special solid 
waxes in stick form is said to pro- 
vide a durable, clean lubrication for 
metal sanding, metal sawing, pipe 
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culting and threading, drilling, tap- 
ping, grinding and flush riveting. Use 
of the wax is said to extend the life 
of tools as well as sanding and grind- 
ing surfaces. It also provides a bet- 
ter finish on the worked pieces; burrs 
are eliminated when metal is cut or 
drilled and a smoother finish is 
achieved when grinding or sanding 
metal surfaces. Wax sticks are 2 in. 
in diam and weigh 1 lb. 
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Floor Reinforcement: Acme 
Steel Co., 2840 Archer Ave., Chicago 
8—An 11%-in. square plate of 0.068- 
in. hot rolled steel has been designed 
for reinforcement and protection of 
concrete floors subjected to heavy 
loads and severe punishment. It can 
be installed as a new floor surface 
or over old floors. Each plate con- 
tains 100 smal] rectangular holes ap- 
proximately % x %-in. and 100 
barbed prongs to anchor the plate 
to the concrete. Edges of each plate 
form a flange that becomes imbedded 
in the concrete and adds rigidity to 


The surface of a concret« 
floor reinforced with these plates is 
74 per cent steel and 26 per cent 
concrete. 
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the plate. 


Gloves: Edmont Mfg. Co., Co 
shocton, O.—Plastic coating on glove 
is said to provide lasting flexibilit; 
and improved gripping qualities. The 
liquid-proof coating is bonded to thi 
fabric lining and is claimed not to 
crack or peel. Coating is resistan 


to abrasion, oil, grease, acids and 
other chemicals. Gloves are sup- 
plied in knit-wrist, band top, and 


gauntlet styles, coated overall or 
palm and thumb. 
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Concrete Cutting: Clipper Mtg. 
Co., 2800 Warwick, Kansas City 8, 
Mo.—Concrete cutting diamond blades 
have been added to company’s line 
of blades for cutting hard vitreous 
materials on masonry saws. New 

(Continued on page 352) 














CORE BLOWER: International Molding Machine Co., LaGrange Park, Ill., 
has built what is claimed to be the world’s largest sand blower. 
operation, making cores for jet engine parts, at the Ford Motor Co. Air- 
craft Engine Division plant, Chicago. Machine weighs 31,500 Ib, is 111 ft 
high, covers a 6 x 6-ft floor area, has a 58-in. square blow plate and 
a 22-in. diam sand container throat opening. 

of sand and will blow cores weighing as much as 1500 Ib 


It is in 


It can handle up to 2 tons 
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See how you can 





boost Core Output 






SUTTER 


Visit Booth 1350 
FOUNDRY SHOW 


ATLANTIC CITY 


After clamping the dryer, push 
the start button and six seconds 
later a drawn core rests on the draw 
table . . . it’s that simple with the 
Sutter Core Draw Machine. This 
rapid, completely automatic cycle 
speeds up production from 300% 
to 400% and also frees the opera- 
tor to blow another core while 
one is being drawn. Further, be- 
cause every core is drawn uniform- 
ly, even unskilled operators can 
maintain peak production of the 


AUTOMATIC CORE DRAW MACHINE most complicated cores with mini- 


with POWER ROLLOVER 





mum rejects. 
The Sutter Automatic Core Draw 
Machine will be operating at the Foundry Show in Booth 
1350. Be sure to look in and find out how it can boost 
production and cut core costs in your plant. If you can’t 
get to the show, send for Bulletin “F” which gives the whole 


story. 


See SUTTER SHELL MOLDING MACHINE 
in operation at Booth 1839 


PRODUCTS COMPANY | 


2005 WESTWOOD AVENUE . DEARBORN, MICH. 
2248 
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small investment of 





A small investment of $7.60 for a 
CLEVELAND Air Vibrator, has been a 
big factor in better castings production 
per molder in foundries everywhere. 
This has been true for 27 years. 


Seven sizes available. 


IMMEDIATE DELIVERY! 











Piston Size Price No. Required 

Ye" SA $ 7.60 

Yo" SA 7.60 

Ye" SA 8.00 

YA" SA 8.25 

%e" SA 10.45 

1” SA 11.70 

1%" SA 16.00 
=.” “| 
| Name | 

Company 

| , | 
| Address : 
| City State | 
Is utils tage sc eis i lg lls ic eit ls sai 


The type SA is part of the well-known, carefully 
engineered Cleveland line of quality air vibration 
equipment. 


IBRATOR 


COMPANY 





2789 Clinton Ave. - Cleveland 13, Ohio 
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(Continued from page 350) 
blade is said to cut concrete, 
taining limestone aggregate, up to 
10 in. per minute when cutting at 
a depth of 1 in. Asphalt, containing 
the same aggregate, and cut to the 
same depth, can be sliced at the rate 
of 12 in. per minute. Blades are 
manufactured in diameters from 8 
to 18 in. and in thicknesses of 5/32 
to 7/64 in. for use on any type con- 


con- 


crete saw. 
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Belt Conveyors: Transall Inc., 109 
North Eleventh St., Birmingham 4— 
Sectional belt conveyors, featuring 


design, have sections 


flexibility of 





which are chair supported for easy 
mounting on floors, ramps or cross 
Low-cost anchored foundations 
also are available for long-distance 
installations. Sections are hinged at 
the mounting point to allow conveyor 
to conform to rolling or uneven ter- 
rain. All parts are interchangeable, 
nest or stack compactly, and are 
handled easily by one man, it is 
claimed. Assembly or disassembly is 
simple, and the open top construc- 
tion (when troughing idlers and deck 
plates are removed) simplifies instal- 
lation of the return belt. All sections 
are equipped with heavy duty prelu- 
Terminal equipment 

meet job require- 


ties. 


bricated idlers. 
is .engineered to 
ments. 
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Fork Lift: Kwik-Mix Co., Port 
Washington, Wis—-Power-driven fork 
lift attachment for the company’s 





r 
wheelbarrow power unit has a 1000- 
Ib lift capacity at 15-in. load center 
and will raise the load a maximum 


| 
} 
| 
| 





MORE GRINDING 
per HOUR 


6-hole bearing 


blocks: 


6 times 
the service 


MORE GRINDING 
per WHEEL 


You'll speed up grinding production 
—get more work per hour and pet 
wheel—when you dress wheels per! 
odically with the right Desmond 
dresser for the job. Only Desmond 
makes the famous Hex Dresser, (11 
lustrated ) Huntington-type 
cutters mounted in 6-hole bearing 


using 


blocks which give six times the sery 
ice. 

The Desmond Dresser 
Guide—a 9” x 12” 
shows the main types of dressers and 


wall chart 
when to use them, helps maintain 
top grinding production. Contact 
your Desmond distributor for tree 
copies of the Guide and for all you 
dresser and cutter requirements .. - 
THE DESMOND-STEPHAN MFG. 
CO., URBANA, OHIO 


Desmonc 
DRESSERS & CUTTERS 
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of 5 ft. Lift unit operates from a pow- 
er-driven hydraulic pump. Power unit 
is equipped with a 6-hp gasoline en- 
gine; power is transmitted by V-belt 
and roller chain through an automo- 
tive type differential in the front 
axle for two-wheel drive. With 75 per 
cent of loaded weight on front drive 
tires, good traction is provided. Ma- 
chine can climb a 12 per cent grade 
with forks fully loaded, has a 33-in. 
width and turning radius of 61 in. 
Standard forks are 20 in. long and 
adjust to any width up to maximum 
of 33 in. 
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Metallograph: Rk. y. Ferner Co., 
176 West Adams St., Chicago 3— 
Vertical type metallograph for ex- 
amination of metallurgical specimens 
is a projection microscope having the 
full range of bright field, dark field, 
















polarized light, macro examination, 
phase contrast, and micro hardness 
testing. It is said to be easily set up 
for critical work and to produce 


photomicrographs of good resolution 
and flatness of field in both low and 
high power work. Focusing adjust- 
ments are precise for both macro and 
micro work. Three light sources 
carbon arc, tungsten arc point source, 
and a mercury vapor lamp—are sup- 
plied in a choice of two. Each source 
may be centered exactly 
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Grinders: Mall Tool Co., 7725 
South Chicago Ave. Chicago 19 
Small pneumatic grinder weighs 18 
oz and is 5%-in. long overall. It 
features an exhaust that directs air 
away from the operator toward the 
Wheel to cool and clean the work; 
chuck guard, and _ noise __ silencer. 
Grinder can be used with such ac- 
cessories as mandril-mounted abra- 
Sive wheels and points, rotary files, 
carbide burrs, wire brushes, cart- 









THE SOLUTION TO YOUR 
MARKING PROBLEMS 


For Marking HOT SURFACES-—up to 2000° F. 


Steel ingots, welding, heat treated metal. 

























COLD SURFACES~—as low as—50° F. 


A complete line of PAINTSTIKS 
offers the selection of the correct 
marker for any given job 


The wide variety of Markal Paintstiks 
makes it possible to correctly mark your 
products knowing that the mark will be 
permanent or can be removed when 
you want it. Temperatures, hot or cold, 
are no problem as there is a Paintstik 
for all conditions. Hot castings for 
example can be marked and immedi- 
ately immersed in cold water bath with- 
out defacing the markings. Paintstiks 
provide a mark that remains highly 
legible, adheres to the surface and will 
not run, char, flow, discolor, peel or 
crack. Specify Markal Paintstik the next 
time you order. 
FREE SAMPLE UPON REQUEST 


Any surface, wet or dry, icy, rough or slick. 





Here are a few of the 
many uses 


V Marking hot castings 
V Marking billets (cold) 


V Marking cold plates for 
identification 


V Marking parts to withstand 
range of annealing tem- 
peratures 


V Marking steel ingots at 
1600°F 


V Marking hot metal slabs 


V Marking guide lines for 
torch cutting and welding 


V Marking metal parts 


V Marking in color for iden- 
tification and coding 


For special problems, write for engineering aid. 


COMPANY 


3050 WEST CARROLL AVENUE, 


CHICAGO 12, ILLINOIS 













Please check the products which interest you, fill in 


the coupon and we will be glad to send you sam- 


ples of our GOOD foundry products. 
CHECK HERE 





“MOLDUKO”* CORE & MOLD WAS 


“a 


Produces smooth castings—Stops “burning in”— 
Airdries 
Will shin 10 Gals. of Molduko & 25 Ibs. of Filler 


ot full drum prices for test purposes. 





HYDRO GRAPHITE (It’s New!) 


Excellent permanent mold wash. 





™“ CARBON-RAISER™ * 


(Add to the metal in the ladle, ot the spout, in the 
furnace or in the cold charge) 

IRON FOUNDRIES use to control depth of chill 
and improve the machineability of the castings. 
STEEL FOUNDRIES use to control carbon content, 
in the ladle and in the furnace quickly, accurately 
and efficiently. 





PARTING (DRY or LiQuiD) 


Non Silica or Tripoli, Highest Quality 





PIPE REDUCER 


Used on “Gates” and “Risers” in Steel & Iron found- 
ries. 





PLUMBAGO & CORE WASHES 


In both Dry and Paste forms. 





LADLE WASH 





MUDDING COMPOUNDS 











CORE PASTES 


Strong bond, Dry quickly. 








* These trade marks Reg. U.S. Patent Office. 





PLEASE SEND 
Name 
Company 


Address 


A 
SUPERFLAKE 
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SAMPLES AND INFORMATION ON THE PRODUCTS 


Title 











ridge-wound coated abrasive rolls 


sanding and polishing disks, and 


shaping and finishing attachments 
for dies, molds, castings, forgings 
and patterns. Another pneumati: 
grinder, weighing 1%4-lb, is designe 


for rotary filing on aluminum anid 


magnesium castings, or any fas 
large-scale grinding job. 
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Fan: Chelsea Fan & Blower Co 
639 South Ave., Plainfield, N. J.— 
Belt-driven fan, with motor outsid« 
of air stream, is designed for use in 
paint spray booths, large range hood 
exhausters, or in ventilating or heat- 
ing systems. Recommended for air 
movement up to 350° F, the fan is 
relatively quiet and will operate 


against moderate static pressure up 
to 2 in. It has cast aluminum air- 
foil type _ propellers, ball-bearing 
mounted, and motor is semienclosed 
or explosion proof, as required. Hoods 
can be supplied for outside mounting. 
Units are available in sizes from 16 
to 36 in. with air deliveries from 2700 
to 23,000 cfm. 
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Oil Heater Cleaner: Magnus 
Chemical Co., South Ave., Garwood, 
N. J.—Cleaner has been developed 
for removing carbonaceous deposits 
from the tubes of fuel oil heaters 
without need for dismantling the 
equipment. The liquid cleaning com- 
pound is mixed with two parts of 
water and pumped through the ex- 
changer to remove the carbon de- 
posit. After the cleaning operation, 
the exchanger is flushed with water, 
and a completely clean system is 
said to be obtained. 
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Glazing Compound: Monroe 
Co., 10703 Quebec Ave., Cleveland— 
New glazing compound for sealing 
windows against moisture and dirt is 
said to harden only on the surface, 
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remaining soft and pliable under- 
neath to cushion glass against high 
winds or vibrations from machinery. 
ft adheres to glass, metal or wood 
surfaces and forms a permanent seal 
against moisture from rain, steam, 
or frost, thus preventing rotting or 
rusting of window sash. It also pre- 
vents dust, dirt, and drafts from en- 
tering around window lights. Its pli- 
ability permits it to contract and ex- 
pand with temperature changes and 
vibrations. It is applied with an ordi- 
nary glazing tool or wide blade 
spatula and can be painted over with- 
in 48 hr after application. 
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Face Shield: Boyer-Campbell Co., 
Safety Division, 6540 St. Antoine St., 
Detroit 2—Face shield is designed 
with sufficient clearance to be worn 
over glasses with ultra-modernistic 
frames and industrial goggles. Shield 





is snap-fastened to a form-fitting 
head gear, adjustable to any shape 
or head size. The greater clearance 
for glasses or industrial goggles also 
aids ventilation. Three types of 
shields are interchangeable on one 
head gear: Plastic shield for general 
utility; fibre front with glass holder 
for gas welding, and screen window 
for scaling, heat, cyaniding, etc. 
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Metal Blackening: swift Indus- 
trial Chemical Co., Canton, Conn.— 
New, two-bath method for blacken- 
ing ferrous alloys, malleable and cast 
irons, and carbon steels is reported 
to be effective over a wide temper- 
ature range creating a black surface 
of uniform density without causing 
dimensional change in the blackened 
piece. 
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Flooring Material: Fiexrock 
Co., 3699 Cuthbert St., Philadelphia 
4—Patching and resurfacing mate- 
rial for concrete, brick, or stone floors 
requires no heat or special skill in 
application. Surfaces are said to be 
ready for traffic in 18 hr. As a 
patching material it produces feather 
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FOUNDRY CO. 
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A Dustube Collector at Howard Foundry Company, Semi-Steel 
Division, Chicago ventilates six grinding stands and five pieces of 
casting cleaning equipment. In the five years that this Dustube 
has been installed, not a single cloth tube or any of the working 
parts has been replaced. And the Dustube is efficient, too. Dust 
counts have shown that all harmful dust is exhausted from the 
cleaning room. 


You can save yourself a lot of headaches and a lot of money too, 
by installing a Dustube. Its 9 profit-saving features add up to high 
efficiency and low cost operation. Write for complete details. 


Mr. A. E. PORTER, Manager of the Semi-Steel Division, says: 
“Foundry dust is not only expensive but also trouble- 
some. We are extremely happy that this is com- 
pletely eliminated in our finishing department with 
the Dustube Collectors and at an exceptionally low 
operating and maintenance cost. In terms of efficiency 
and cost saving performance, our Dustubes are the 





best investment we have ever made.” 


DUST COLLECTORS 


OFFICES IN PRINCIPAL CITIES 








AMERICAN WHEELABRATOR & EQUIPMENT CORP., 505 S. Byrkit St., Mishawaka 2, Ind. 
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SYMBOLS OF DEPENDABILITY 


SIL-CO-SIL—the recognized stand- 
ard among powdered silicas. 


WET Co 


from the famous Ottawa 


Silica sands, it is naturally pure and 
consistent in quality—making it the 
perfect silica flour for steel foundry 


use. 


Ground Silica is now also obtainable 
from our subsidiary, The Michigan 
Silica Co., located at Rockwood, 
Michigan. 











ETERNAL AS THE 
SANDS OF TIME 


Available in bulk or bags 


Plants located at 
OTTAWA, ILL. 
ROCKWOOD, MICH. 














AUTOMATIC OPERATIONS 


are here to stay for 


AUTOMATIC MOLDING 


30 


YEARS 
EXPERIENCE 
IN 
METHODS OF 
CERTAINTY 








POURING 


SHAKEOUT 
INDEXING OF 
RETURN FLASKS 


and many other 
automatic features 


see our motion picture showing 
these operations in action at 


BOOTH 318-320 


AUTOMATIC oe EQUIPMENT DIV. 
W. G. REICHERT ENGINEERING CO. 


1060 BROAD ST., NEWARK 2, N.J. 
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edge repairs without chopping out 
the old floor. Features claimed ar: 
that it aids in leveling linoleum and 
tile; helps set floor plates and drains; 
protects from water, moisture, vibra- 
tion; trowels in easily around ma- 
chine bases, pipes, and other ob- 
structions; and shows no shrinkag« 
cracks. 
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Hoists: Harrington Co., Seven- 
teenth & Callowhill Sts., Philadelphia 
30—Trolley hoists are adjustable for 
a range of I-beam sizes without dis 
mantling. High-carbon, hardened stee! 
trolley wheels feature large-diameter, 
double-row ball bearings lubricated 
through the stud by a pressure greas¢ 





gun. Hoists are of all-steel construc- 
tion; gears and shafts are mounted 
on lubricated-for-life, shielded ball 
bearings; gears are precision cut 
from heat treated alloy steel, and 
load chain is of heat treated high- 
carbon steel. Capacities are 1%, 1, and 
2 tons. 


For More Details Circle No. 34—Page 347 


Grinding Wheel Mount: chicago 
Wheel & Mfg. Co., Dept. F, 1101 
West Monroe St., Chicago 7—New 
mounting for portable tool wheels 
and tool and cutter wheels is de- 
signed to dampen vibrations and give 
better finishes, eliminating the ne- 
cessity of changing the wheel to ob 
tain a smoother finish. The new 
mount may be used on all types of 
portable tools and tool and cutte1 
grinders, as well as bench grinders. 
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Jointer: Heston & Anderson Di 
vision, St. Paul Foundry & Mfg. Co 
Fairfield, Iowa—New 6-in. jointer has 
a narrow throat opening and a fen 
that may be set at an angle acros 
the cutterhead for shearing cuttins 
and for jointing short stock safel} 

(Continued on page 358) 
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Foundries and Pattern 
Shops may now order Cast 
Aluminum Pattern Plate 
irom stock! This new 
product, Alcoa Tool and 
Jig Plate, offers 
impressive savings? 





> A plate that is moderately priced 
(about $4.00/square foot) 


> Excellent for cope and drag plates, core blower 
plates and match plates...cut to any dimension 


> Available in Il different thicknesses from 1/2" to 4" 
.-- Maximum size 48" x 96" 


> A cast plate strain relieved, machined both sides. 
Thickness is held within +.010" 


— _ ALCOA 
* For more information on Alcoa eta 
Tool and Jig Plate, contact your | W 
local Alcoa sales office... or } ® 
I A ANY A 
(luminum Company of America. 


1949-E Gulf Bldg.. Pittsburgh, Pa. TOOL AND JIG PLATE 
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Super Savings 


with 


SUPER 


TAMASTONE 


The Perfect Pattern Compound! 








REGULAR LOOSE MOLDING 


METHOD 
Loose molding labor $2.00 per hour 
8 hours . $ 16.00 
Casting weight, 5 pounds each 
25 molds per day—i25 pounds 
125 pounds metal “ .30 lb. 37.50 
Cleaning cost at .03 Ib. 3.75 
Shrinkage 6% 2.25 
$ 59.50 


COST PER CASTING $2.38 


Why Don’t You 


228 N. La Salle St., 
Chicago 3, Ill. 


| 


FIGURES SHOW $65.50 SAVED IN A SINGLE D Y! 


SUPER TAMASTONE 
MACHINE MOLDING METHOD 
Machine molding labor $1.80 per hour 


8 hours . ; $ 14.40 
Casting weight, 5 pounds each 
125 mclds per day—625 pounds 
625 pounds metal © .30 lb. 187.50 
Cleaning cost at .03 Ib. 18.75 
Shrinkage 6% 11.25 
$231.90 


COST PER CASTING $1.85'/2 


52'2¢ PER CASTING SAVED OR $65.63 PER DAY, PLUS THE 
FACT THAT YOUR CUSTOMER RECEIVED PROMPT DELIVERY, 
BETTER CASTING DUE TO UNIFORM PARTING AND GATING. 


Estimated Cost of Super Tamastone Match Plate: 


TRY SUPER TAMASTONE? 16 pounds Super Tamastone @ .18 . $ 2.88 
1 hr. Molders time 2. 
1 hr. Cleaning 1.75 
* Al i 
TAMMS INDUSTRIES, INC. ey eee = 
$20.13 


*Frame should not be included as it can be used for other jobs. 














Write or 





Phone for 





Further 


MUSKEGON 
MICHIGAN 


ANDERSON is the Answer 


to your Pattern Problems 


When you are looking for 
production pattern equip- 
ment which is machined all- 
over and engineered to fit 


the needs of your foundry. 


Information 
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(Continued from page 356) 
Guard turns under table when rabbet- 
ing wide stock and may be returned 
immediately—no adjustments neces- 
sary. Table is 60 in. long and 8 in. 
wide. Ribbed fence is 37 in. long, 
4 in. wide and adjustable to 45 de- 
grees. Jointer has capacity to cut 
6 in. wide and %-in. deep. 
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Conductor Bar Insulation: Ben- 
bow Mfg. Co., 1285 Rollins Rd., Bur- 
lingame, Calif.—New trolley system 
is designed to insulate bare figure-8- 
bar conductors used to supply power 
to bridge cranes, monorail hoists, and 





conveyors. It can be applied to ex- 
isting conductors without disman- 
tling, or installed as a completely new 
system. The system consists of two 
units: A sheath of insulation mate- 
rial, readily cut to any desired length 
that snaps over the eight-bar conduc- 
tor, and a sliding shoe collector, held 
against the insulated 8-bar conduc- 
tor by spring action, adjustable from 
2 to 10 psi. The sliding shoe makes 
contact with the conductor through 
a continuous, narrow opening at the 
bottom of the insulation sheath. The 
system will operate with curves 
switches and crossovers, and is rated 
to 60 amp. 
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Anchoring Mixture: Hallemit: 
Mfg. Co., Dept. F, 2446 West 25th 
St., Cleveland 13—New compound 
sets anchor bolts for permanently 
fastening machinery, hand rails, seats, 
or equipment of any type to con- 
crete. Applied cold, there is no heat- 
ing hazard, and it sets within 15 
to 20 minutes. A hole is drilled in the 
concrete, the bolt set in place, and 
the compound, mixed with water, 
poured into the hole around the bolt. 
The anchoring mixture is said to be 
self-bonding, self-leveling, oil-resist- 
ant and nonshrinking. 

For More Details Circle No. 38—Page 347 


Derusting: Enthone Inc., 442 Elm 
St., New Haven, Conn.—Alkaline de- 
rusting process for ferrous metals is 
said to clean as it derusts. The work 
to be derusted is made the cathode 
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in a solution of derusting compound 
for a few seconds to several minutes, 
depending upon surface condition. 
Longer treatment does not result in 
any attack upon the metal being 
pickled. Therefore, close watching of 
the pickling process is not required. 
If protection of the object being de- 
rusted is desired, zinc can be incor- 
porated in the bath to enable clean- 
ing, pickling and zinc plating, all in 
one tank. 

For More Details Circle No. 39—Page 347 


Maintenance Material: F 1 x - 
rock Co., Filbert & Cuthbert, west 
of 36th St., Philadelphia 4—A liquid 
chemical to be mixed with cement 
or cement and sand produces a mor- 
tar that is handled easily, and fast 
setting for sealing off leaks and 
water seepage in concrete walls. 
Forced into an opening, even against 
hydrostatic presure, the material is 
said to seal off severe, fast-flowing 
leaks. Material also is recommended 
for plaster coating walls above or 
below ground or water level and for 
pointing up spalled areas. 

For More Details Circle No. 40—Page 347 


Grinding Wheel: = Norton Co. 
Worcester 6, Mass.—Reinforced, flex- 
ible, hub type grinding wheel is said 
to perform rough and finish grind- 
ing and notching operations. De- 
signed for use on right angle or 
sander type portable grinders, this 
wheel is made of carded web ma- 
terial impregnated with abrasive 
grain. It is light, strong, sufficiently 
flexible to permit blending of con- 
tours, and does a good polishing job, 
it is claimed. Should breakage occur, 
the web is designed to hold pieces 
together until the machine can be 
stopped. 

For More Details Circle No. 41—Page 347 


Labels: Labelon Tape Co., 450 At- 
lantic Ave., Rochester 9, N. Y.— 
Water-proof, oil-proof, and smudge- 
proof, pressure sensitive labeling tape 





which can be written upon with pen- 
cil, stylus or typwriter is available 
in four colors and seven widths. The 
adhesive requires no moistening and 
adheres to glass, wood, metal, plas- 


May 1952 


CHOOSE CLARK 


Solely on the basis of benefit to your business take a thoughtful 
look at the Five Factors of Profit built into Clark machines: 


1. TIME PROFIT— Materials move faster, and in synchronized flow. 
Man-hours for loading and unloading are reduced drastically. 


2. SPACE PROFIT—Idle space becomes profitable storage capacity. 

3. TURN-OVER PROFIT—Speeding up the production cycle 
improves the inventory picture, conserves working capital. 

4. MANPOWER PROFIT—Human productivity is sharply 
increased to offset shrinking manpower. Workers prefer the 
better jobs. 


5. SERVICE PROFIT—Prompt, efficient service, provided by 


Clark’s nationwide organization. Keeps equipment working. 


Any way you look at it, your Clark investment gets 
you a solid, profitable ““most for your money.” 


CLARK Fork TRUCKS 


movie DIGEST 


AND POWERED HAND TRUCKS + INDUSTRIAL TOWING TRACTORS 






=O) Owe ry ar 














\o a . (CO) 
INDUSTRIAL TRUCK DIVISION « CLARK EQUIPMENT COMPANY « BATTLE CREEK 16, MICHIGAN 
There's a most profitable Please send: 0) Movie Digest 1) Safety Saves Cj Basie Facts 


time to look into it—RIGHT CJ Material Handling News 


NOW! All the literature 
items are designed for your 
profit, Please use the cou- 
pon to order them. 
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AUTHORIZED CLARK INDUSTRIAL TRUCK PARTS AND SERVICE STATIONS IN STRATEGIC LOCATIONS 
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READY-DOWER for 
smooth 
peration 


Ready-Power-equipped, rub- 
ber-mounted Elwell-Parker 
moving green sand cores. 











If it’s smooth, electric truck operation you want, there’s nothing 
better than Ready-Power gas-electric Power Units. Ready-Power 
offers more than regular electric truck operation because de- 
pendable electric current is generated right on the truck chassis 
in unlimited amounts, That means trucks are always ready to 
operate at top efficiency .. . round the clock if necessary. Install 
Ready-Power Units on any make electric truck. Write for details. 








See Ready-Power on display, 
Booth 1001 at the Inter- 
national Foundry Congress 
and Show, May 1-7, Atlan- 
tic City, N. J. 


Ready - Power - 

equipped Mercury 
, truck loading an 
\ annealing oven. 








3813 Grand River Ave., Detroit 8, Michigan 


Manufacturers of Gas and Diesel Engine-Driven Generators and Air Con- 
ditioning Units; Gas and Diesel-Electric Power Units for Industrial Trucks 


360 


tics, ceramics—to almost any hard 
surface, and the tape can be trans- 
ferred repeatedly from one surface 
to another without leaving a sticky 
residue or destroying the adhesive 
qualities. Tape is offered in black, 
blue, red and green, 14, %, %4, 1, and 
114-in. widths in 400 and 800 in. rolls, 
and in blue only in 2-in. width. The 
tape is made from acetate, and is said 
not to discolor, curl up at the edges, 
or yellow with age. It can be wiped 
clean with a damp cloth, and will ad- 
here with legible markings at tem- 
peratures from —40 to +160° F. 
For More Details Circle No. 42—Page 347 


Mercury Lamps: General Electric 
Co., Nela Park, Cleveland 12—Two 
new mercury lamps, designed for 
general lighting service, have reflec- 
tors built into the bulb, and ordinaril) 
need no cleaning or other mainten- 
ance throughout their lives. They ars 
400-w lamps, 11% in. long and 6% 
in. diam at the face. One lamp gen- 
erates light of the regular mercury 
color and has a lumen output of 
14,500, the other has a coating of 
phosphor on the inside face of the 
outer bulb to improve color quality 
of light, particularly in its effect upon 
the human complexion, and helps 
smooth out the light beam. Its out- 
put is 10,000 lumens. A 1000-w mer- 
cury lamp, producing 52,000 lumens, 
for general industrial use where medi- 
um or high bay lighting is desired, 
also is offered. 

For More Details Circle No. 43—Page 347 


Bin Vibrator: Cannon Vibrator 
Co., 111 Power Ave., Cleveland 14- 
End-mounted, 5-in. pneumatic vibra- 
tor weighs 180 lb. Its 55-lb piston 
has a stroke of 15-in. and operates 
at a maximum rate of 650 strokes per 
minute at an operating pressure ol 
80 psi. Air cushioned operation 
eliminates metal-to-metal pounding 
for seminoiseless operation. Vibrator 
was designed for use on _ storage 
bins with capacity of 75 or more tons 
The body has a hard, chrome-plated 
cylinder wall, hardened steel piston 
is centerless ground, and mounting 
plate has slotted bolt holes for easy, 
quick mounting or removal. 

For More Details Circle No. 44—Page 347 


° ° 
Moistening Agent: Pelron Corp 
7740 West 47th St., Lyons, Il. 
Moistening agent was developed to 
add to sand mixes so that the sand 
would retain sufficient moisture to 
hold its shape and so that the wate! 
would wet the sand evenly. It is a 
light colored liquid, soluble in water 
in all proportions, nontoxic and non- 
injurious. It should be used at a con- 
centration of 1/10 per cent in the 
water used for wetting sand. 
For More Details Circle No. 45—Page 347 
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EVERYTHING FOR THE FOUNDRY 








including 


MABCO2Z ROBE 


Core and Mold Wash. (<4 produce castings for ship- 
ment to the scrap heap? You can produce better 
castings by using MABCO HI-RESIST Core and Mold 
Wash. Let us prove this on your toughest casting 
problems. HI-RESIST is used in hundreds of found- 
ries. It is a proven ‘’Zircon’’ Wash which will re- 
main suspended indefinitely. 


MABCO itis 5 seo 


plastic makes wood patterns look and work like alum- 
inum patterns. 














Contact us for further details 
& 




















M. A. BELL COMPANY 


3201 SHERMAN ST., 218 LOMBARD ST., 3430 BRIGHTON BLVD., 
HOUSTON 3, TEXAS ST. LOUIS 2, MISSOURI DENVER, COLORADO 
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secoALUMINUM 


To produce the best in aluminum castings try 
“Beco” Aluminum Alloy ingots, produced under 
conditions most favorable to your requirements. 
“Beco” ingots are produced under strict metallurgical 


control to your specifications 
by men who understand foundry 
problems—experienced foundry- 
men who will be glad to consult 
with you at any time. 






For better ingots to your 
specifications and help with 
specific problems ask “Beco” 


| 
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(eye Be K\ Company 


CLEVELAND 15, OHIO 
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1422 EUCLID AVENUE ~- 





The Ayers Mineral Company’s Tennessee Plant 


TRIPLES DRYING CAPACITY!! 





PROMPT " LABORATORY 
SERVICE CONTROL =| 
PROMPT UNIFORM | 
SHIPMENTS SAND 


Yes, due to the tremendous demand for our “Mois- 
ture Controlled"’ sands, we have more than tripled 
our drying capacity. More than ever foundrymen 
are demanding our completely MULLED, BLENDED, 


You know a foundryman who uses Ayers Sands. Ask him about them or, better still, ask us. 


The Ayers Mineral Company, Zanesville, 0. 
Atlantic City-Booth 222 
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SCREENED AND AERATED TENNESSEE SAND. | 


Magnesium Sand Foundry 
Technology 


(Continued from page 149) 
properties of the cores also are good. 

Gating and Risering—The proper 
gating and risering of castings is one 
of the most important and difficult 
tasks in the magnesium foundry. 
Until recently, the common gating 
system consisted of slotted rectangu- 
lar sprues with a runner system 
around the bottom of the casting and 
numerous ingates to allow all the 
metal to enter the bottom of the cast. 
ing. Nearly all foundries have an 
optimum relationship between the 
sprue area, the runner area and the 
ingate area. In general, the rela- 
tionship is to have the total ingate 
area smaller than the area of the 
sprue or runner so that the system 
once filled with metal remains full 
during the entire pour. 

Another feature of this gating 
system employs a triangular runner, 
with the base down, molded in the 
cope so that any dross or skins 
formed would float on the surface and 
the clean metal from the bottom of 
the runner would enter the casting. 
This system, when properly applied, 
promotes clean and sound castings. 
The obvious disadvantage is that all 
the metal enters through the bottom 
of the casting and the heated sand 
at that point must be rectified by 
using many heavy chills and very 
large risers to obtain the proper 
temperature gradients for directional 
solidification. 

In recent years, other gating de- 
vices have been employed. For re- 
moving skins and dross, screens cut 
from tin-coated perforated steel sheet 
have replaced the larger triangular 
runner. The screens can be used in 
flat form standing upright in the 
runner or in the shape of cylinders 
at the base of vertical slot gates. For 
decreasing turbulence in pouring, ta- 
pered sprues with the small end down 
are often employed. 

Magnesium Casting Defects — The 
number of castings scrapped in the 
magnesium production foundry may 
be greater than in the foundry cast- 
ing other common metals, because 
magnesium castings are subject to 
more kinds of trouble and because 
the casting characteristics of mag- 
nesium alloys are not as good as 
those of some commonly used alloys. 
However, cloSe technical control over 
all procedures involved in producing 
the castings will keep the defects at 
a minimum. 

Probably the most prevalent de- 
fect found in magnesium castings is 

(Continued on page 364) 
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Reduce the LOAD with 


MAGNESIUM 


# 
BOTTOM BOARDS 


1—AM-MAG True Level bottom boards reduce molder fatigue 
because they are light in weight and are easy to handle. Rigid 
design and proper venting produces castings true to pattern. 
Eliminates sagging and swelling. 


AM-MAG bottom boards outlast wood boards many times over, 
soon pay for themselves. Gone are the splintered, warped and 
burnt into wood boards with their high maintenance costs. 


EXCLUSIVE. Large size AM-MAG bottom boards can be 
fitted with replaceable hard-oak runners for use with roller con- 
veyor or mold handling systems. The wood runners provide 
greater stability on larger mold sizes and prevent excessive abuse 
on mold handling systems. 





CORE PLATES 


2—AM-MAG Lo-Heat core plates handle easier in production, 
clean faster and reduce the core oven load since they absorb 
much less heat than other plates. 


Core makers like AM-MAG core plates because of their light 
weight. They stack easily, facilitate maximum core blower 
production. Oven tenders too find them ideal in handling. Ma- 
chined surface reduces core scrap. 


| FOUNDRY EQUIPMENT 


2970 West Grand Blvd. 
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ELEVATOR BUCKETS 


3—Reduce the load with AM-MAG light 
weight elevator buckets. Installation of the 
buckets permits present elevator capacities 
to be increased without new drive units. 
AM-MAG buckets weigh 60% less than con- 
ventional buckets. Less down time re- 
ported with the use of these buckets due 
to reduced load. 


AM-MAG light weight buckets are de- 
signed with heavy long wearing reinforc- 
ing on the lip of the bucket. All holes are 
in extra thick sections to give added 
strength to bolt area. Clean operation re- 
sults from self cleaning design of AM-MAG 
buckets. Standard 16” x 8” bucket weighs 
only 5.2 lbs. All sizes available. 


Write today for prices. Delivery can be 
made from stock on many items. 


& SUPPLY CO. 


Detroit 2, Michigan 
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One in a series of factual reports from owners of Farquhar Conveyors 





FARQUHAR CONVEYORS 
CUT UNLOADING TIME 
BY MORE THAN 90°%%* 












Mode! 341 
Car Unloader 










Model 334-T 
Conveyor 











— installation of Farquhar Conveyors, four men required eight 
hours to unload a 50-ton car of coke and sand at the Pohlman Foundry 
Company. Now, this Farquhar Under-Car Unloader and Conveyor team 
permits one man to do the job in three hours! Pohlman reports: “ ... un- 
loading of only a few cars paid for the entire equipment.” 


Whether you move coal, gravel, sand, aggregates, cartons, boxes, bundles, 
bales, or any kind of bulk or packaged materials—horizontally or from floor 
to floor—Farquhar can cut your handling costs to rock bottom! One or more 
of the complete line of Farquhar portable, semi-permanent, and permanent 
conveyors will solve your handling problem. Our engineers will be glad to 
consult with you .. . at no obligation! 


WRITE for complete information to 
A. B. FARQUHAR CO., Conveyor Div., 
Dept. Y-45, 142 N. Duke St., York, Pa- 
or 618 W. Elm St., Chicago 10, Ill 


: : : YORS WORLD’S MOST COMPLETE 











4 


CONVEYOR LINE 






ULIC PRESSES - FARM EQUIPMENT + FOOD PROCESSING AND SPECIAL MACHINERY 
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(Continued from page 362) 
sand holes caused by small pieces « 
molding or core sand breaking fro. 
the mold and falling or washing int 
the casting cavity. Sand holes ma 
be prevalent in magnesium casting 
because the molding sand is coars 
than that used with other nonferrou 
metals. Sand holes in magnesiur 
castings can be reduced by mair 
taining the molding and core san 
properties at established optimu: 
values and maintaining pattern and 
corebox equipment in good conditior 
Design of the casting and gating sys 
tem to eliminate sharp corners and 
projections of sand will reduce th: 
number of sand holes. 

The above causes are responsib| 
for a large number of casting: 
scrapped for sand holes; however, i: 
common with all other metals, car 
lessness in producing the mold and 
in setting cores is probably the great- 
est single cause of sand holes in mag 
nesium castings. 


One Cause of Defect 


Another casting defect that may 
occur in magnesium castings is 
known as a pop-blow. A_ pop-blow 
is the result of a reaction which oc- 
curs when molten magnesium comes 
in contact with a foreign substanc: 
imbedded in the surface of the mold 
cavity and which releases gas or va- 
por suddenly, leaving an essentially 
spherical void with a shiny surface 
and usually covered by a thin skin 
of metal. Blasting or pickling op- 
erations disclose this defect. 

The elimination of pop-blows from 
castings can be accomplished by 
maintaining the molding sand in a 
clean condition free from foreign ma- 
terials such as paper, wood, coal and 
other forms of trash. Lumps of in- 
hibitor in the sand must also be avoid- 
ed to prevent pop-blows. In common 
with other metals, poor venting of 
cores, hard ramming of the molding 
sand or a poorly designed gating sys- 
tem which traps bubbles of air may 
also cause blows. Blows from this 
source are perhaps more prevalent in 
magnesium castings because of the 
low density of the metal. Moistur« 
collecting on chills or the use of bare 
metal chills are other sources of 
blows. To avoid blows from chills, 
they should be coated with an insulat- 
ing spray. Large chills or ones which 
cover considerable area should be 
scored as an additional precaution. 

Surface shrinks may cause a cast- 
ing to be scrapped. Such defects are 
a result of poor gating or risering 
practices or the improper use of 
chills. Pouring at the wrong tem- 


(Concluded on page 366) 
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Three -dimensional 
model of new Fairbanks, 
Morse foundry exhibited 
May 1 to 8 at Booth 
No. 1524, AFS Conven- 
tion, Atlantic City. 

Viewing it are Lester 
B. Knight, President; 
L. E. Everett, Vice Presi- 
dent; and H. W. Maxon, 
Manager, Construction 
Engineering Division of 
Lester B. Knight & 
Associates, Inc 


From Survey To Complete New Foundry... 


Knight experience results in lower costs, improved 
quality control, and increased unit production 


This model of the new Fairbanks, Morse & Company foundry illustrates a simple, 
compact, completely modern, production-jobbing foundry. It will produce grey 
iron, non-ferrous, and stainless steel castings for centrifugal pumps and engines. 





From production rigging through organization, manning, production control, 
production standards, equipment, buildings, personnel and service facilities— 
Knight engineers are working with the Fairbanks, Morse staff to develop the 
simplest layout for lowest cost. 

Then Knight will supervise the construction and installation—and turn the plant 
over to the client—ready to run. This modern foundry will be a good place to work. 

if you are interested in any or all of the many Knight services, call or write our Chicago or 
New York office for immediate attention. 


lester B. Knight & Associates, Inc. 


+ Management, Industrial and chichtlecturval € nylneers 





MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT FNGINEERS, INC. 
600 W. Jackson Blvd., Chicago 6 
Eastern Office—Lester B. Knight & Associates, 30 Church St., New York ,City 7 
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CITHIOM 
CARTRIDGES 


Eliminate guesswork 
.+ produce sounder 
non-ferrous castings! 











ELIMINATE = 
es GUESSWORK 


Ss 


SMALL ADDITIONS CUT 
COSTS...SAVE TIME... 


You can obtain better copper and 
copper alloy castings by adding 
Lithium the newer and surer way— 
in the more handy cartridge form 
exclusive with Metalloy. 
LITHIUM CARTRIDGES reduce 
casting costs ... increase tensile 
strength and elongation... de- 
crease porosity ... reduce grain 
size. Entrapped gases are elim- 
inated, resulting in sounder cast- 
ings. End result: improved cast- 
ings—at less cost—with less 
trouble. 

As a Nickel Bronze degasifier, 
Lithium Cartridges make possible 
a dense, fine grained metal. 
HERMETICALLY-SEALED in 
copper tubing, Lithium Cartridges 
come in three convenient sizes: 
2.25, 4.50, and 9.0 grams. 

Try Lithium Cartridges in your 
own plant, today. You will get 
better castings at lower cost. 
Write Dept. F for details of actual 
foundry tests. No obligation. 


SPECIALISTS, we devote 100% 
of our time to Lithium— its re- 
search, development, produc- 
tion and application—for in- 
dustry. 


IF IT’S LITHIUM—IT’S METALLOY 
apenas Rie 
Lt 
Soot Americe, 
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(Concluded from page 364) 
perature may also result in visible 
shrinks. 

Burning or reaction on the metal 
surface is a cause of scrap castings 
found especially in large castings or 
in the section of a casting through 
which a great deal of metal runs. 
The defect may be eliminated by 
raising the inhibitor content of the 
sand or by spraying the offending 
section of the mold with a solution 
containing sulphur or boric acid. Gat- 
ing to more evenly distribute the 
metal entering the casting prevents 
the sand from overheating and elim- 
inates burning or oxidation of the 
casting from this cause. 

Flux in castings is not a major 
cause of scrap in most foundries but 
it may become a serious source if all 
the precautions discussed in the pre- 
vious section on melting are not fol- 
lowed. 

Misruns or cold shuts in magnesi- 
um castings are usually attributed to 
poor gating or pouring at the wrong 
temperature. Poor venting or low 
permeability of the sand may also 
cause this defect. Improper metal 
preparation which does not remove 
all the oxide inclusions may produce 
misrun castings by reducing the 
fluidity of the metal or, if screens 
are used in the mold, they may be- 
come plugged by the oxide. Follow- 
ing the recommended pouring prac- 
tices outlined earlier will aid in pre- 
venting this type of defect. 


Regulate Pouring Practice 


Dross and skins in castings may 
be eliminated by careful attention to 
pouring practices and by gating to 
eliminate turbulence of the metal in 
filling the mold. 

Hot cracks in castings may be 
caused by sharp corners on the cast- 
ings, by hard cores or by hard ram- 
ming of the molding sand. Recom- 
mended metal treatment to produce 
fine-grain metal in the castings will 
greatly decrease the difficulty with 
cracks. Porosity in a section of the 
casting under stress during cooling 
will greatly increase the tendency 
of the section to crack. 

Microporosity in magnesium cast- 
ings may be a cause for rejection. 
This defect can be eliminated by 
careful attention to melting proce- 
dures and good gating and risering 
practices as previously discussed. 

The complicated gates and risers 
used with magnesium alloys require 
more work on the castings in the 
trimming room than with other com- 
mon metals. This may lead to in- 
creased scrap resulting from castings 
broken in handling, sawed into or 
ground into by careless operations 


in the trimming department. The 
only way to prevent this is to observe 
careful supervision in the depart- 
ment. Insofar as possible, the gates 
and risers should be placed in such ¢ 
manner that they may be removed 
from the casting with maximum ease 

The defects just discussed are th 
major causes of scrap in the mag- 
nesium foundry. A review of these 
defects will show a very large pro 
portion of the scrap castings can be 
attributed to failure to follow rec- 
ommended practices and the special! 
precautions needed for the founding 
of magnesium alloys. 

The need for establishing standard 
procedures and for closely controlling 
these procedures in the production of 
castings is more apparent in the mag- 
nesium foundry than in the foundry 
casting other common metals. The 
establishment of these procedures 
will provide benefits in economy of 
production and in the quality of prod- 
ucts sold. 


Book Review 

Forging and Forming Metals, by 
S. E. Rusinoff; fabricoid; 279 pages 
5% x 8 in.; published by American 
Technical Society; Drexel Ave. at 
58th street, Chicago 37, Ill., price 
$3.95. 

This book covers with inclusive 
thoroughness the mass of improve- 
ments which have been developed in 
recent years in the forging and met- 
al forming field. Throughout the book 
explanations are supplemented by 
photographs and specially prepared 
drawings. In many instances the en- 
tire sequence is illustrated from the 
first operation on metal stock to the 
finished forging. Text and _ illustra- 
tion cover impact forging, press forg- 
ing, upset forging, extrusion, heat 
treatment, cleaning and finishing, in- 
spection, safety, metal quality and 
the designing of forgings, tools and 
dies. For use as a class textbook, each 
chapter is followed by a list of re- 
view questions. 


Offers Film and Booklet 


Towmotor Corp., Cleveland, is dis- 
tributing a booklet with every show- 
ing of its 15-minute sound-slide film 
entitled “What Makes It Tick?” to 
key production and operating execu- 
tives interested in materials hand- 
ling. Booklet carries the same title 
as the film on which it is based. It 
is a nontechnical analysis of the con- 
struction features of the company’s 
fork lift trucks, with an explanation 
of how these features contribute to 
low cost, efficient handling of ma- 
terials under varying conditions. 
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Is Your GUARANTEE of 
Product Reliability Fostered 
Through Progressive 
Group Activity and Leadership 

in Serving the Foundry Industry 


WHAT F.E.M.A. DOES: 


Fosters member co-operation 
Improves trade relations 

Promotes industry recognition 
Stimulates foundry research 
Co-operates with allied organizations 
Compiles trade information 


Stimulates better foundry equipment 


May We Remind You: 
"A Mechanized Foundry 
Benefits Everyone!”’ 






MEMBERSHIP ROSTER 


Ajax Flexible Coupling Company Inc. 

Allis-Chalmers Manufacturing Company 

Alloy Metal Abrasive Company 

American Air Filter Company Inc 

American Wheelabrator & Equipment 
Corporation 

The C. O. Bartlett & Snow Company 

Beardsley & Piper, Div of Pettibone 
Mulliken Corporation 

The Berkshire Manufacturing Company 

Buell Engineering Company, Inc. 

Edwin S. Carman, Inc. 

Clearfield Machine Company 

Cleveland Metal Abrasive Company 

Davenport Machine & Foundry Company 

Wm. Demmler & Bros. 

Detroit Electric Furnace Div., Kuhlman 
Electric Company 

Diamond Clamp & Flask Company 

The Federal Foundry Supply Company 

The Foundry Equipment Company 

Foundry Services & Equipment Corporation 

Giffels & Vallet, Inc. 

Great Western Manufacturing Company 

Herman Pneumatic Machine Company 

Hickman, Williams & Company 

Hines Flask Company 

Hydro-Blast Corporation 

Industrial Equipment Company 

Iron Lung Ventilator Company 

The Jeffrey Manufacturing Company 

Link-Belt Company 

The Macleod Company 

Mathews Conveyer Company 


Modern Equipment Company 

National Metal Abrasive Company 

Newaygo Engineering Company 

New Haven Vibrator Company 

Norwalk Valve Company 

The Osborn Manufacturing Company 

Pangborn Corporation 

Parsons Engineering Corporation 

Penn Iron Works 

Pittsburgh Crushed Steel Company 

N. Ransohoff, Inc. 

Redford Iron & Equipment Company 

Robins Conveyors Div., Hewitt-Robins 
Inc. 

Roots-Connersville Blower Corporation 

Royer Foundry & Machine Company 

Ruemelin Manufacturing Company 

Claude B. Schneible Company 

Schramm, Incorporated 

Simplicity Engineering Company 

The W. W. Sly Manufacturing Company 

S.P.0., Incorporated 

Spencer Turbine Company 

Standard Conveyor Company 

Steelblast Abrasives Company 

Sterling Wheelbarrow Company 

Sturtevant Div., Westinghouse Electric 
Corporation 

Tabor Manufacturing Company 

Thermix Corporation 

Vapor Blast Manufacturing Company 

Wadsworth Equipment Company 

W. B. Wallis, Pres. (Pittsburgh 
Lectromelt) 

Whiting Corporation 





FOUNDRY EQUIPMENT 


MANUFACTURERS ASS’N INC. 


Address: Engineers Building, Cleveland 14, Ohio 
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... RADE PUBLICATIONS... 


For More Details on These Items Use Reply Card—Page 347 


OT BLAST: Whiting Corp., 
15607 Lathrop Ave., Harvey, Il. 
‘Booklet describes the use of hot 


blast in cupola furnaces. It provides 
information on advantages of using 
hot air for combustion and describes 
both the Griffin and Todd-Thermo 
processes. Explained are how hot 
blast increases the melting rate, pro- 
duces hotter iron with less coke, low- 
ers sulphur pick-up, reduces oxida- 


tion, improves working conditions, 
gives closer metallurgical control, 


and saves pig iron. 
For More Details Circle No. 90—Page 347 
GRAPHITE BRICK: National Car- 
bon Co., Division of Union Carbide & 
Carbon Corp., 30 East 42nd St.. New 
York 17—Catalog section S-6210 cov- 
ers carbon and graphite brick, for ap- 
plication in the chemical, processing 
and metallurgical industries. Tables 
give brick sizes, shapes, grades and 
physical properties, with special in- 
formation on graphite beams, blocks, 
plates and rods in sizes up to 24 x 
30 x 180 in. 
For More Details Circle No. 91—Page 347 
WELDING ALLOYS Eutectic 


Welding Alloys Corp., 172nd St. and 
Northern Blvd., Flushing 58, N. Y. 


Directory of electrodes and welding 
alloys contains photographs, data and 


technical information on a series of 
low-temperature welding alloys for 
use on cast iron, steel, alloy steels, 
copper, brass, bronze, aluminum, 
magnesium, hard and machinable 
overlays and for cutting all metals. 
For More Details Circle No. 92—Page 347 


CONTROLLERS: Minneapolis- 
Honeywell Regulator Co., Brown In- 
struments Division, Station 40, Wayne 
& Windrim Aves., Philadelphia 44— 
Catalog 8000 illustrates and describes 
vane type electric contact control 
units for use with models of the com- 
pany’s thermometers, pressure gages, 
potentiometers, and millivoltmeters, 
to give snap action on-off, two posi- 
tion or three position control. 

For More Details Circle No. 93—Page 347 


OIL HEATERS: Hauck Mfg. Co., 
124-136 Tenth St., Brooklyn 15, N. Y. 
Catalog 714 describes oil tank suc- 
tion heaters for heating heavy grades 
of fuel oil to pumping temperatures, 


and preheaters for raising oil from 
pumping temperature to the higher 


temperature required at the burners 

for good atomization, combustion and 

control. 

For More Details Circle No. 94—Page 347 
REFRACTORIES DATA: 

Fire Brick Co., Ironton, O. 


Ironton 
Data 


Less Tool Handling ... More Production 






*MAL 





More power to the pound... 
oe — mail this CHECK LIST p,' details 


ra) , 4 2 conceerse ff hid 


Means More Profit 


for You with 


FLEXIBLE SHAFT 
MACHINES 


Fast, lightest-weight power wherever you 
want it... vertically or horizontally. These 
are among the advantages of Mall units 
in dressing castings, grinding, drilling, 
buffing, sanding or polishing operations. 

The Mall heavier-duty, constant speed 
motor gives you power reserve, nearly 
three times rated hp. on momentary over- 
loads. Also, you get rugged machine con- 
struction. The shaft contains many layers 
of high carbon steel wire, wound under 
tension . . . treated to insure resilience. 
The strong spring steel liner of the hous- 
ing provides a continuous shaft guide, 
preventing looping of shaft under load, 
protecting it from moisture, dust and injury. 

Write for folder describing all Mall 
Flexible Shaft Machines. 


40 Factory-Owned Service Warehouses, 
Coast To Coast, To Serve 
Our Customers and Thousands of Dealers 





less pounds to handle. 







as 
DIE cent 





ATC de __viaRarons 
TOOL COMPANY ats <4 { 
ay Toy & 
7720 S. Chicago Avenue So EXIBLE SHAFT. «= CHAINSAWS 
Chicago 19, Illinois X ry ] ot > 
A 7066-% 
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booklet lists standard series fire brick, 
cupola blocks, wedge, key, arch and 
circle brick. Unit dimensions anj 
quantities required to turn a circ 

are given, together with guides for 
estimating solid straight wall con- 
struction. Other tables give circum- 
ferences and areas of circles fror 
1/64 to 100 in. in diam and a prac- 
tical conversion of pyrometric cone 
numbers into degrees Fahrenheit and 
Centigrade. 

For More Details Circle No. 95—Page 347 


FINISHING: Roto-Finish Co. 
3700 Milham Rd., P. O. Box 988, Kala- 
mazoo, Mich. — Booklet ‘describes 
process for mechanical deburring, de- 
scaling, polishing, britehoning and 
coloring of intricately shaped prod- 
ucts. <A section tells how to select 
the proper machine and chips or fin- 
ishing compounds to obtain best re- 
sults. 

For More Details Circle No. 96—Page 347 


MICROSCOPE: Bausch & Lomb 
Optical Co., Dept. FF-1, Bureau of 
Education, Rochester 2, N. Y.—Book- 
let, “Theory of the Microscope,” de- 
scribes how a microscope works and 
discusses conditions which influence 
optical performance. Objectives, eye- 
pieces, condensers, filters, and types 
of illumination are treated in a non- 
technical manner. 

For More Details Circle No. 97—Page 347 


MATERIAL HANDLING: Clark 
Equipment Co., Industrial Truck Di- 
vision, 258 Champion St., Battle 


Creek, Mich.—Vol. 10, No. 2 of ‘Ma- 
terial Handling News” discusses han- 
dling techniques starting with the re 
ceiving dock, through storage, proc- 
essing and assembly, warehousing and 
shipping. 
For More Details Circle No. 98—Page 347 
PRODUCTION CONTROL: Rem- 
ington Rand Ine., 315 Fourth Ave., 
New York 10—Booklet X-1268, ‘‘Pro- 
duction Control Systems and Proce- 
dures,” details a method of materials 
control that results in a shorter pro- 
duction planning cycle while speed- 
ing production by eliminating causes 
of production line delays. 
For More Details Circle No. 99—Page 347 


FACE GRINDERS: Grinder Di- 
vision, Besly-Welles Corp., Beloit, 
Wis—Catalog bulletin describes radial 
head face grinders designed as multi- 
purpose tools especially to meet de- 
mands of mass production grinding 
operations. Specifications and ex- 
amples of cost-cutting grinder appli- 
cations are included. 

For More Details Circle No. 100—Page 347 


FORK TRUCKS: Baker Industrial 
Truck Division, Baker-Raulang Co., 
1250 West 80th St., Cleveland 2— 
Bulletin 1327 shows construction and 
operating features of the company’s 
2000-lb fork truck. Dimensions and 
specification sheets contain complet 
engineering information on the truck. 
For More Details Circle No. 101—Page 347 


ABRASIVES: Simonds Abrasivé 
Co., Philadelphia 37—Form ESA-5! 


FOUNDRY 
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describes nut-inserted and_ bolt-in- 
serted abrasive disks and cylinders 
for horizontal or vertical spindle disk 
and surface’ grinding operations. 
Form ESA-65-A deals with abrasive 
mounted wheels and mounted points 
with removable spindles. 

For More Details Circle No. 102—Page 347 


MACHINING: DoAll Co., 254 
North Laurel Ave., Des Plaines, IIl. 
Catalog explains advantages and 
manufacturing short cuts said to be 
possible by contour machining with 
band tooled machines. A table of 
sawing and filing rates on various 
metals is included. 

For More Details Circle No. 103—Page 347 


ALLOYS: Ampco Metal Inc., 1745 
South 38th St., Milwaukee 46—Bulle- 
tin G-1 describes alloys for use in 
bearings, gears, cams, dies, wear 
strips and similar uses. Corrosion 
resistant applications, physical prop- 
erties and photomicrographs are in- 
cluded. 

For More Details Circle No. 104—Page 347 


GRINDING: Carborundum Co., 
Niagara Falls) N. Y.—Bulletins 21 
and 22 in a series of 32 on all phases 
of grinding, deal with cutting off and 
with snagging and off-hand grinding. 
The entire series of grinding bulle- 
tins is offered as Form A-1204. 

For More Details Circle No. 105—Page 347 


MOISTURE TESTING: Harry W. 
Dietert Co., 9830 Roselawn Ave., De- 
troit 4—Folder describes company’s 
line of moisture tellers with tables of 
specifications covering each unit. Bal- 
ance of the booklet covers scales and 
related equipment and desiccators. 
For More Details Circle No. 106—Page 347 

ELECTRO-ANALYSIS: Eberbach 
Corp., Ann Arbor, Mich.—Twenty- 
page manual outlines methods for the 
analysis of copper and lead by electro- 
analysis. The methods and _ biblio- 
graphy are a product of research at 
Battelle Memorial Institute. 

For More Details Circle No. 107—Page 347 

VIBRATORS: Martin Engineering 
Co., Kewanee, Ill.—Folder describes 
a line of all-directional, noiseless type 
vibrators for facilitating movement 
of granular material in bins, pipes, 
hoppers, or chutes. 

For More Details Circle No. 108—Page 347 

IMPREGNATION: Western Seal- 
ant Inc., 9042 Culver Blvd., Culver 
City, Calif.—Bulletin describes a proc- 
ess for eliminating porosity in metal 
castings and for bonding similar and 
dissimilar materials. 

For More Details Circle No. 109—Page 347 

SHOT and GRIT: Cleveland Met- 
al Abrasive Co., 887 East 67th St., 
Cleveland—Catalog 152 discusses the 
uses, advantages and proper selection 
of abrasive materials, including shot, 
grit and iron powder. 

For More Details Circle No. 110—Page 347 

FLEXIBLE DRIVES: Elliot Mfg. 
Co., 507 Prospect Ave., Binghamton, 
N. Y.—Catalog 210 contains specifi- 
cations and accessory listings on a 
new line of flexible shaft unit drives. 
For More Details Circle No. 111—Page 347 
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EROTURN is‘‘On THe Jos’”’ 





COLLECTING Founpry Dust 


== 








AEROTURN’S EX- 
CLUSIVE Blow Ring 
Cradle- Patented, 
fully automatic, self- 
adjusting, self-align- 
ing blow ring assem- 
bly hold the rings 
snugly in contact 
with the wool felt fil- 
ter bags at all times 
for maximum effi- 
ciency and filter bag 


service. 











typical case history 
of AEROTURN performance 


THE PROBLEM: to efficiently collect and filter 
the dust from a large casting shake-out station 
and from sand-conditioning equipment at the 
modern, automatic foundry of Crompton & 
Knowles Loom Works, Worcester, Massachu- 


setts. 


THE SOLUTION by AEROTURN: a 22.000 
C.F.M. AEROTURN Dust Collector installed 
on the foundry roof in only 14 the space and 
with only 14 the weight required for other 
type units of equivalent capacity. No addi- 
tional structural support required in the 
building. 


99.9-_% filtering efficiency of AEROTURN 
allows recirculation of filtered air for work- 
ing comfort and substantial savings in heat- 
ing expense. 

Licensed under Hersey Patent Rights. Other Patents Pending. 




































WRITE FOR THIS BOOK — SEE HOW THE : 

AEROTURN DUST COLLECTOR CAN SOLVE ' 

YOUR PROBLEM. ; 

NAME a 

: 

COMPANY ; 

READ ABOUT i 
“UNIT ASSEMBLY” 1 
DESIGN FOR EASY : 
INSTALLATION STREET . 
CITY ZONE —— STATE a 











TURNER & HAWS ENGINEERING CO.. INC. 


100 SIMBROCO ST. BOSTON 32, MASS. 
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“WATCH |THE 














POUR IN 


WITH THESE 3 

PROFIT 

MAKERS 
| 











Advanced design for 
exact charging, dis- 
charging — adjustable 
triple mixing hoes ~~ 
removable er 
resistant alloy stee 


drum liners. 




















sz 
JETLINER® : 


ypolas 


tching © 
For pate Places 


pneumatically: 
high density—| 
lining faster a 


with les 
i Available with gas 







ow moisture | 
t lowest cost | 
5 attending 


care. 
"or electric 





power. 





CONSTRUCTION 
MACHINERY COMPANIES 


WATERLOO, IOWA 





AUTOMATIC *« HEAVY DUTY 


‘HIGH DRAW 
MODEL “C-H-E" 
Cores up to 15 Ibs. 


With the operation of one 
lever on the hand machine, or 
pushing of one button on the 
electric cycle, this machine wil} 
—Close the Core Box—Blow 
the Cores—Vibrate the Box~— 
Draw the Cores—and 





Eject 
the Core Box to position where 
the dryer is applied. Pro 
duces more cores with less 
operator fatigue, and more 


cores per hour. 
e 


let us figure on your require 


ments. 


HARRISON MACHINE COMPANY 





Wesleyville, Erie, Pa. 





Reduce Use of Chills 


in Gray lron Casting 


Now all you have to do to 
get hard chilled iron is add 


TELLURIUM 


Comes in 1, 2, 3, and 4-gram 
tablets; also in powder, 
slabs and sticks. For full 
information, write Dept. LM 
for 16-page article on 


the use of TELLURIUM 


in chill control. 


"American Smelting and Refining Company 


120 BROADWAY © NEW YORK 5, N.Y. 
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LTING POTS —iIngot Molds 


FOR NONFERROUS METALS FROM ACME SPECIAL FORMULA 








DIE CAST POT 








SPOUT POT 
NO. 550A 


WRITE FOR 


SCHEDULE OF 40 SIZES 


HOLDING BOWL 
NO. HP7001 

















| 2502 22nd Street DETROIT 16, MICH. Phone: Tashmoo 5-2404 












y), 
" /j 


os feo ting 





i 


uw iN : 
A Moin ABC \ - : 
Hotstuff belt in » 


2 Yt 


} 


service ata 
itete thle MoteR dsteys| 
producing plant 





carrying hot 
manganese ore 
at 450°F 


ZW MAIN awe HOTSTUFF., fe 


Main’s hot materials belt gives superior per- 
formance at temperatures up to 600°F.... 
ideal for conveying hot foundry sand, cement, | 

hot castings, phosphate, fuller’s earth, etc. 
Main ABC Hotstuff’s special construction 
dissipates heat—which means 
@ longer belt life 
@ lower cost 
Dollar for dollar, Main ABC Hotstuff 


outperforms any belt in its range. 


MAIN BELTING COMPANY 


1241 Carpenter Street 
Philadelphia 47, Pa. 


SHOULDER RADIATOR 


CHAPLET 


One cause of casting rejects is “loose” core 
support. 
The Open Head Chaplet holds cores firmer be- 


cause sand packs sounder under head and around 
the stem. 











Try it—and see! 


| CLEVELAND CHAPLET & MFG. CO. WRITE FOR BULLETIN 
| 26470 Lakeland Bivd., Euclid, Ohio showing various types of 
P. O. Box 5877, Cleveland, Ohio Cleveland Chaplets. 


qy 
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Eliminate—swass . . BRUSHES 











OVER A MILLION SOLD TO DATE 


* PISTOL SPRAYER 


HAMILTON 



















Complete with 412 ft. suction hose and sinker... 
$10.00 F.O.B. Hamilton, O. For spraying molds 
and cores with any liquid. For cleaning motors 
and machinery. For laying dust. Trigger con- 
tenl. Well made and guaranteed. 


The MURPHY PISTOL SPRAYER shoots blackening into hidden pockets 
beyond the reach of swabs. 
peel better and come cleaner. 
nent molds, for aluminum and other metals as well as for sand blasting. 
For silica wash, oil, water or any liquid material and as a blow gun 
for cleaning parts and machinery. We guarantee this sprayer, designed 
by a practical foundryman . . . 


SPRAY CANS — 
with the 


MURPHY 


Jobs are completed faster and castings 
It is of great value in cleaning perma- 


Write today! 


PRICES COMPLETE WITH SUCTION HOSE AND SINKER 











PIPE SIZE 1/16" 1/8" 1/4" 3/8" 1/2" 
PRICE F. O. B. 18.00 
HAMILTON, ©. $12.00 | $12.00 | $12.00 $14.50 $18. 


























JAS. A. MURPHY & 


AFTERCOOLERS © SEPARATORS © STRAINERS ® TRAPS 








PISTOL SPRAYERS 


of ora, | e 


SPRAY GUNS e 








HAMILTON, OHIO 
Moisture Elimination Up To 3000 Pounds Per Square Inch 











Featuring 
3 BIG OPERATIONS 
WITH 1 EQUIPMENT 


Compressed air portable oil © 
burner equipment for light- 
ing cupolas and drying 
molds. Also hand pump 
types. 





This Hauck All-Purpose Unit with 
interchangeable Burners and Nozles, 
lights cupolas, heats ladles, dries molds. 
Fast, efficient—easy to handle. Burner 
flame adjustable and can be directed 
from any angle. Nothing like it for 
superior performance. Get Hauck 
Foundry Catalog. 





Venturi compressed 
oir ‘suction’ hand 
torches — no preheat- 
ing, for drying lin- 
ings, cores, molds. 


HAUCK MANUFACTURING CO. 
106 Tenth St., Brooklyn 15, N. Y. 


Venturi low pres- 
sure and high pres- 
sure air atomizing 
oil burners for ladle 
heating, core and 
mold ovens, melting 
and annealing fur- 
maces 





Portable venturi high pres- 
sure oil burners with od- 
jvstable burner stand for 
heeting and drying ladles. 
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SERVING YOU 


in 
‘Core Blowing Operations'’ 


INSERTING DRILL 





© Uniformity of holes e@ Faster insertion of vent 


CORE BOX VENTS 









SHALLOW HEAD 
Wide er Narrew Slots 


DEEP HEAD 
a Narrow Slots 


VENT CLEANER 





For Cleaning Slots 
Made of Tempered Steel, Easy to Use 


C.M.SMILLIE & CO. 


1124 WOODWARD HGTS., FERNDALE 20, MICHIGAN 
TOOLS + PRECISION MACHINED and GROUND PARTS + FIXTURES 
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HILADELPHIA 


OKE 


PHILADELPHIA COKE COMPANY 
4501 Richmond St. 


Philadelphia 37, Penna. 
PHONE: DELAWARE 6-3100 





stop DUST 
ECONOMICATEY 


Producers of 


FOUNDRY - METALLURGICAL ee 
INDUSTRIAL COKE The Johnson-March Dust Control System pro- 


vides positive dust control at a cost averaging 
less than 1/10 of other systems. 











Hundreds of installations are daily eliminating 
dust in various foundry operations. Unlike other 
dust control systems, the J-M System eliminates 


dust at the source, not after it has become 
airborne. 





In foundries, the J-M System eliminates 
dust from: 


FLOORS and WALKS—Prevents rising of dust 
from dirt floors and sand heaps. 


SAND CONDITIONING OPERATIONS—Stops 


dust at the machines, prevents it from becom- 
ing airborne. 


SHAKE-OUTS—Effectively controls dust on all 
types of shake-outs. Can be used independently 


A BLAST FURNACE or in conjunction with exhaust systems. 


CUPOLA STACKS —Stops air pollution by wash- 


P RODUCT ing the gases. 


CLEANING CASTINGS—Stops dust during 




















Smelted from Superior quality grinding or chipping operations and when cores 
lake ores, high grade metallur- are removed from castings. 

gical coke and limestone, using Johnson-March engineers will be glad to discuss 
our own local No. 1 Sharon Seam your dust problems at no obligation. Write 
coal. today for details. 





yor COW gg, A “blend” with JISCO 
is sound metallurgy. 








Johnson F March 


| Specialists in Dust Control 
Dept. F-1 - 1724 CHESTNUT ST. - Phila. 3, Pa. 





THE JACKSON IRON & STEEL Zoeeans, 


JACKSON, OHIO 
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GLUTR 


LIQUID 
BINDER 


QUL 





DRY 
BINDER 





For 
CORE WORK, SAND FACINGS, SPRAYS 


Write for pamphlets giving detailed information. Both ma- 
terials carried in stock by America’s foremost foundry jobbers 


Robeson Process Company American Gum Products Co. 
(Established 1905) (Established 1915) 


GENERAL OFFICES: 500 FIFTH AVENUE «© NEW YORK 18. N. Y. 



































EDWIN S. CARMAN, INC. “THAT GOOD’ 


LEE ROAD AT MAYFIELD 


sn | FOUNDRY COKE 


A COMPLETE FOUNDRY SERVICE 


NENGINEERSD | — DEBARDELEBEN COAL CORPORATION 
2201 First Ave., North © Birmingham 3, Ala. 























Phone 3-9135 

















Make Your Own Tests in Your Plant 
Save Time and Test Costs... 


NATIONAL FORGE Universal Testing Units 






Simple to operate—no special training re- lined unit to production, research or school 
quired, these sturdy universal testing ma- instruction tests of a great variety of ma- 
chines are dependable and moderately priced. terials and specimen sizes. A.S.T.M. accur 

Wide working clearances, long _ stroke, acy requirements are guaranteed. 


quick-action simplified variable speed con- Three load scale ranges: Model TMU-A— 
io» trol, improved grips and a wide spread of 0-30,000, 0-6000, 0-600 Ibs. Model TMU-B— 
load scale ranges adapt this modern, stream- 0-15,000, 0-3000, 0-300 Ibs. 


Prompt Deliveries. For details, write for Brochure 501 
Testing Machine Division 


at rmv.a_rwgw aa, NATIONAL FORGE & ORDNANCE COMPANY 


width 64”; weight 1200 Ibs. Dept. F Irvine, Warren County, Penna. 
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the job. 


and “ALLOY 99”. 





PRODUCERS OF 


CLEANBLAST 








Where Production 
is the first 
Consideration, 
Pressure Cast 
Aluminum 
Matchplates 
and Cope and 
Drag Plates 
are the only 
Satisfactory 
Answer 





Only one master pattern does it! From it we make 
you single or multiple pattern matchplates, casting 
them under pressure in plaster molds. Why not find 
out exactly how much we can save you by this 
method, or by furnishing cope and drag plates which 
likewise jump production and lower your costs? 


Get our quoiations today. 


TOLEDO MATCHPLATE COMPANY 


534 State Street Toledo 2, Ohio 
AFFILIATE: PLASTER PROCESS CASTINGS CO 
6922 Carnegie Ave., Cleveland 3, Ohio 

















MATCHPLATES 


COPE and DRAG PLATES 
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ASH 


ke tour cost cleanung 


AMASTEEL is the blast cleaning material that is engineered for 











AMASTEEL assures the lowest cleaning cost. 
AMASTEEL lasts many times longer. 


AMASTEEL provides peak efficiency in shot for blast cleaning and 
peening. Developed by the maker of “PEENBLAST”, “CLEANBLAST” 


Investigate! 


Abrasive for any and all kinds of work. 


aster § ALLOY METAL ABRASIVE CO. 


ALLOY 99 311 WEST HURON ST. ANN ARBOR, MICH. 











No. 4 DAYTON RING VALVE 
| BENCH 


RAMMER 


MORE POWER—MORE SPEED 


You'll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 


The Valve Units will last for years. 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 
Made in six sizes to meet every 
requirement. 


Send for Bulletin 300 


DAYTON PNEUMATIC TOOL CO. 


Manufacturers of Pneumatic Toole Since 1903 


DAYTON, 0410S 
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HOT BLAST 
Heating System 


For leading foundries throughout the industry this modern ROSS 

System is not only greatly increasing tonnage but producing sav- 

ings big enough to pay for its entire cost ina surprisingly short time 

It operates with present blowers and can be installed without any 

interference with melting schedule. Simple, effective, economical 
ROSS also supplies a complete line of Core and Heat Treat 


Ovens covering range up to 1000 F 


J. O. ROSS ENGINEERING 


CORPORATION 
Des gners and B Jers of Air Processing Systems 
ROSS NEW YORK 22—444 Madison Avenue 


a? cHicaAGO 6—201 N. Wells Street 


S BOSTON 9—79 Milk Street 
petroit 4—9225 Grand River Avenue 
VSTEMS LoS ANGELES 17—600 St. Paul Avenue 





ROSS ENGINEERING OF CANADA, LTD.— MONTREAL, VANCOUVER 
CARRIER ROSS ENGINEERING COMPANY, LTD., LONDON, ENGLAND 


376 





PRECISION CORE BOX VENTS 





You can depend on the quality that is built into every 
Demmler Core Box Vent. All orders are promptly filled 


from stock. 
SLOTTED VENTS 
(Available in Brass or Steel) 
Slot Widths: .010”, .013”, .015” 


Diameters: ie ” 6 | Pe 4", 46", 34", Ye". } Vy "Aad , 4%", 34", i" 


"its 


aici STEEL SCREEN VENTS 


Mesh: #30, #40, #50 


Diameters: 3%", 14”, 546", 38", 146", 12", 98", 34", ”", V", 


114”, 14" 


ILLUSTRATED FOLDER ON REQUEST 


Wm. DEMMLER ¢ Z2:. 


Kewnstec, SJIZE tot 


Waster [Fwer 


HARD CHROMED + PORTABLE PNEUMATIC TOOLS 





DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


ARE PREFERRED BY OPERATORS 


because they are lighter in weight, better balanced and 
designed to reduce shock and be free from vibration. 


IF YOUR PROBLEM INCLUDES 


chipping, ramming, grinding, buffing, sanding or 
wire brushing, write us today for full particulars. 


THE MASTER PNEUMATIC TOOL COMPANY, INC. 


ORWELL, OHIO e U.S.A. 
SALES * SERVICE * STOCK * COAST TO COAST 
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WADSWORTH 


STOCK CORE MACHINES 


Produce Round, Square, 
Rectangular, Triangular, 
Oval, Hexagon, and Irregular 
Shaped Extruded Cores Faster 
and More Economically 







In Sizes Ranging From 3%” to 7” 


Manufactured By: 


WADSWORTH EQUIPMENT CO. 


555 La Follette Street 
Akron, Ohio 


"wing BETTER BRASS | RESO 
‘aiid ALUMINUM PATTERNS 


° In Use Or In Storage 


CAS | INGS Hardilac pattern coating in standard pattern 
solors recommended by A.F.A. is ready to use 





Rapid Model X 
3%" to 3” 3 


Capacity 
























and easy to apply. It sets up a smooth surface 

Write for Particulars and that resists core-oil absorption and sand abro- 
— sion. Protects patterns from swelling, shrinking 

TRIAL SAMPLE and cracking. Ideal for metal patterns, also. 











Write for Literature. 


McDOUGALL-BUTLER CO., INC. \ 


General Offices, Buffalo|'+, New York 





PURO @9 SEAL EOrEeTTT RTE TTT 


2999 WEST ara svaeet  CLeNAnIIIESS: Gell 
Cast Aluminum MACHINED PATTERN PLATES 


Shipped promptly from the World's Largest Stock 


All standard flask sizes are carried in stock. All plates are cast with one inch flask margin all around 
PLUS large, well shaped ears for flask pins and vibrator. Order by flask size, not plate size. It will 
pay you to investigate this source for quality plates 


Some Typical Prices for %” Plates ... Add 33 1/3% For 1/2” 


10 x 16 9.90 11x 18...11.22 12x 18...11.88 14x 16...12.18 
10 x 18...10.56 12x 14...10.26 13x 16...11.58 14x 18...14.52 
11x 16...10.26 12x 16...10.86 14x 14...11.22 16x 16...14.52 











Send for Price List Today—Special Shapes and Thicknesses to Order 
ARTHUR E. WILL, 643 West 11th Street, ERIE, PA. 
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SARGENT SAND CO. 


ANNOUNCES 


INSTALLATION OF NEW DRYER 
FACILITIES AT LUDINGTON, MICHIGAN 








Warner R. Thompson Co., 


Detroit, Mich. 


National Foundry Sand Co. 


Detroit, Mich. 


Pits Owned and Operated at: 





UNBONDED SANDS 
WITH NEGLIGIBLE 
CLAY CONTENT 











VASSAR, MICH... .. ( R42) (C.&O.R.R.) AFA FINENESS INDEX 90 
MILLINGTON, MICH. .( $2425) (N.Y.C.R.R.) AFA FINENESS INDEX 115 


LUDINGTON, MICH. .( 


CRUDE 
DRIED 


( 
(C.&O.R.R.) AFA FINENESS INDEX 44 
( 


JUNIATA, MICH. . . . (k=) (C.&O.R.R.) AFA FINENESS INDEX 95 
Our Big Productive Capacity is Your Guarantee of Prompt Service 


CALL US OR OUR DISTRIBUTORS FOR PRICES AND SAMPLES 


Represented by: 


Columbus, Ohio 


Conneaut, Ohio 


Keener Sand & Clay Co. 


Peerless Mineral Products Co. 


Indiana Products Co. 

Kokomo, Ind. 

Canada: George F. Pettinos Ltd. 
Hamilton, Ontario 


SARGENT SAND CO. 








MODEL J is well suited 
for experimental work 
in Aluminum, Iron, 


Write for 
Illustrated 
Bulletin 
No. 152 





Steel and Bronze as \ 


well as regular produc- 
tion. Casts bearings, 
bushings, gears, etc. 
Accommodates _inter- 
changeably both per- 
manent molds or sand 
molds up to 24” in 
diameter and up to 
12” high. 
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MODEL J is versatile, sturdy and 
easy to operate to produce eco- 
nomically a wide range of superior 
castings. It is completely integrated 
on a single base, readily moved as 
a unit, and does not require a 
special foundation. 














Home Office: 2840 BAY ROAD, SAGINAW, MICH., PHONE: 3-4422 
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stored in 
N&F 
silos 


baa bal 
THE PAPER INDUSTRY 


The photo shows four 30 x 60 ft. Neff & Fry silos 
used for storing wood chip at a pulp and paper plant. 
Each holds 30,000 cu. ft. of chips, enough to make 80 
tons of pulp, which is 16% of the daily run. 


Wood chips are one of the 87 kinds of flowable bulk 
materials handled in Neff & Fry Storage Bins. The 
list includes ashes, cement, clay, coal, grain, gravel, 
lime, nuts, ore, rock, sand, seed. 


The distinctive feature of a Neff & Fry Bin is the 
diagonal-ended Super-Concrete Stave .. . formed un- 
der 140 tons pressure .... virtually as dense, strong, 
and enduring as natural stone. The stave does not rot, 
rust, burn, or spall. 


Get the whole story in our folder, “Bins With the 
Strength of Pillars.” Ask for it now while you have the 
subject in mind. 

Not exported except to Canada and Mexico 


THE NEFF & FRY CO. ¢ 214 Elm St., Camden, Ohio 


SUPER-CONCRETE STAVE é Mage & FRY 


STORAGE BINS 
FOUNDRY 
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ELECTRIC MELTING 
FURNACE 


. as ever, the dependable furnace for the 
production of high-grade stainless, alloy 
and rimming steels. 


Removable roof of new design now avail- 
able for the larger furnaces. 


AMERICAN BRIDGE DIVISION 
UNITED STATES STEEL COMPANY 
General Offices: 525 William Penn Place, Pittsburgh, Pa. 


Contracting Offices in New York, Philadelphia, Chicago, 
San Francisco and other principal cities 





AMERICAN BRIDGE 
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See this new 
Extra strong, patented 


VA | a 
design saves money, 0 L i V E R 


permits thinner gauges 


o PATTERN MILLER 


AT FOUNDRYMEN’S CONVENTION, MAY 1-7, ATLANTIC CITY 





¢ If you operate a 
CHAPEETS a pattern shop, 
don’t miss _ this 


display! The 
“Oliver” No. 103 


Pattern Miller is 


Easier burning in without chilling is the direct bene- 
fit of Buffalo Patented Angle Stem and Double Angle 
Chaplets. The fact that they have added strength, by 


reason of their exclusive design, permits them to be unmatched for re- 
made in thinner gauges ... at savings to you! In ducing costs of 
addition, thorough coating makes instant fusion with pattern making. It 


molten metal a certainty! 
Make sure of meeting your chaplet needs exactly. 
The “Buffalo” tine is one of the most extensive in the 


handles an almost 





unlimited variety 


of difficult work efficiently. Even small jobs can be han- 


world. suey 
: ~ / dled economically on this Miller. We shall also display 
Complete information in Catalog No. 16 a / , ; ee. 
/ ==: / a new Disk Sander, Spindle Sander, and a Double Arbor 
} ze Saw Bench. Make a note to see these new time-savers! 


Manufactured by 


Combined SUPPLY & EQUIPMENT CO., INC. 


211 CHANDLER ST., BUFFALO 7, N. Y. © 


OLIVER MACHINERY COMPANY 


Established 1890 Grand Rapids 2, Michigan 











ed z < : Pe: 
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. and you'll have a service at your disposal that gathers market information on 
current pricings, government regulations, metal and alloy uses or possible applications 
—and is maintained by Belmont for the benefit and profit of the metals consuming 
industry. Over 21,000 now receive Belmont's helpful ‘‘Metal-of-the-Month"’ letters. 
Write to get yours—courtesy of Belmont. 

Metals? D> Contact Belmont—All Metals, All Alloys, All Forms—and MARKET INFORMATION! 





















VAN 


Pulling Mellle tnlo Melals since 1896 


| /SX\- 
Aa Belmont SMELTING & REFINING WORKS, INC. 
JI 302 BELMONT AVENUE, BROOKLYN 7, N. Y. 
Dickens 2-4900 






yA 
\ INDIVIDUAL 
\_ INCENTIVE 















TERRE HAUTE 


FOUNDRY COKE 


A QUALITY PRODUCT 


SEE US AT THE FOUNDRY SHOW 
BOOTH No. 332 





Sold Exclusively by 


Reepupriic Coat & CoKkeE Co. 
8 South Michigan Ave., Chicago 3, Illinois 


BRANCHES: Peoria * New York * Indianapolis * Milwaukee « 
Detroit « Cleveland « Cincinnati 


Manofactured at Terre Haute, Indiana by INDIANA GAS & CHEMICAL CORPORATION 


Minneapolis * St. Louis 
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LIGHT — MEDIUM — DARK 
...a@ Shade to match every 
iron or steel casting 


Because different cast metals vary in 
shade and texture, Smooth-On No. 4 
Foundry Cement is supplied in three 
shades, to match light, medium and 
dark gray metals. This enables you 
to make repairs that are almost invis- 
ible when you true up small holes, 
pock-marks, depressions. For light 
gray, finer textured metal you use 
Smooth-On No. 4AA, which may be 
filed and machined. Medium gray 
castings call for No. 4A. Dark gray 
castings of coarser texture are 
matched with Smooth-On No. 4B. If 
your supply house hasn’t Smooth-On 
Foundry Cements, write us. 


FREE Samples and Handbook 


Try Smooth-On No. 4 at our expense. Write for 
free sample in the shade you'd like to try. We'll 
send also the 40-page Smooth-On Handbook de- 
scribing other Smooth-On Cements and their time- 
and-money-saving uses. Write TODAY. 
SMOOTH-ON MFG. CO., Dept. 17 


570 Communipaw Ave., Jersey City 4, N. J. 





| Doitwith SMOOTH-ON 


FOUNDRY CEMENT 





FOUNDRY 














May 1 





THERE MUST BE 
A REASON WHY 


DURA-STIX 


FIREBRICK CEMENT 





has maintained an enviable 
reputation for faithful 
service in the foundry 
for over thirty years 








KEYSTONE REFRACTORIES Co. 


120 Liberty St., New York 6, N. Y. 














New CANNON “QUIET-TYPE”’ 
DOUBLES VIBRATOR LIFE j 


INDUSTRIAL 
RADIOGRAPHY 


the LOW COST Way 
... with Radioactive 
Cobalt-60 











FREE booklet covers 
sources, container, hand~ 
ler, survey and person- 
nel protection § instru- 
ments. Write TODAY 
for your copy. 











Cannon 2” Style EM ‘Quiet-Type”, 
Heavy Duty Vibrator with long stroke. 


@ Air-cushioned impact and heavier 
pistons with longer strokes give Cannon “Quiet-Type” 





Vibrators long-lived, economical vibration. There is no 
metal to metal pounding. Bolt and end plate breakage 
j are eliminated. 

In recent tests a Cannon “‘Quiet-Type”’ Vibrator operated 
continuously for 3600 hours with no decrease in efficiency 

. no indication of structural failure. 

For better, more dependable pneumatic vibration, 
try Cannon Vibrators. Available in 1%” to 4” piston 
sizes, they range in weight from 9 to 140 lbs. Satisfac- 
tory performance is guaranteed. Send for complete 
information today! A:4808 


CANNO 


Y @ May 1952 














e Tracerlab Cobalt-60 Radiogra- 
phy sources with their versatility, low cost and practicality, 
offer foundrymen, welders and fabricators the ideal means for 
the non-destructive inspection of metal objects. e For years 
such inspection has been carried out by X-ray machines or 
radium, but the cost has been prohibitive, particularly to the 
occasional user. NOW... with Cobalt-60 sources... even 
the smallest firm can radiograph their work to PROVE 
its quality. 


BERKELEY + CHICAGO 





VIBRATOR COMPANY 


1111 POWER AVE., CLEVELAND 14, OHIO 


NEW YORK e WASHINGTON 


raceria 


130 HIGH ST, BOSTON, MASS 
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Whether it's a DESTROYER | 


FRONTIER 40-E 
ALUMINUM ALLOY 
HELPS GIVE THEM 

Seagoing Strength 





Whether it’s used 
on land, sea, or air 9a 
. whether it’s 
used in radar 
equipment, oar 
locks or deck cleats...on 
trucks, “jets”, or ships, 
FRONTIER 40-E Alumi- 
num Alloy castings have 
the essential properties to 
do a better job. Here’s an 
alloy that has machine- 
ability, shock and corro- 
sion resistance, pressure 
tightness, high yield Co., 
strength and extremely 
light weight all rolled into one rugged alloy. It needs no heat 
treatment and is as ideal for precision parts as it is for heavy- 
duty truck axles. Find out how many _ different jobs 
FRONTIER 40-E is ready to do for you. 


MARINE HARDWARE MADE OF 
FRONTIER 40-E ALUMINUM ALLOY 


Courtesy Aluminum Marine Hardware 


Inc., Auburn, N. Y 


Write today for FREE ALLOY DATA book full of engineering and 
metallurgical facts that will be of value in your casting jobs. ~ 


Remember ... if aluminum can do 
it better... FRONTIER 40-E Alu- & 
minum Alloy can do it best! NY / 


FRONTIER 
BRONZE CORPORATION 


4878 Packard Road, Niagara Falls, N. Y. 
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Since 1905 


A GOOD PROPOSITION 
ALWAYS 





* PIG IRON 


COKE * * * 











at A.F.S. Convention . 


NEW YORK 





Basic Foundry 
Foundry Screened Sizes 
Malleable * 
Silvery * 
Spiegeleisen a 
FERRO ALLOYS = LIMESTONE 
Chrome Calcite-Dolomite 
Silicon Screened-Crushed 
Manganese 


We are looking forward to seeing our foundry friends 


. Booths Nos. 908-910-912 


DEBEVOISE-ANDERSON COMPANY 


INCORPORATED 
295 MADISON AVE. NEW YORK 17, N.Y. 


NEW HAVEN 


BOSTON PHILADELPHIA 














| A.A.WICKLAND & CO. 


FOUNDRY CONSULTANTS 


4 ENGINEERING BUILDING 


| 
CHICAGO 6, ILLINOIS : 




















TUMBLING BARRELS 


Roller Bearing throughout 
Direct Motor Drive with Speed Reducer 
V Belt Motor Drive—Tight & Loose Pulley Drive 


ROYERSFORD FOUNDRY & MACHINE CO. 


ROYERSFORD, PA. 























Fra | 
THE ORIGINAL METALLIC FILLER FOR FERROUS CASTINGS 


Just mix with water and apply cold. Sets quickly, and 
to allintents and purposes becomes part of the cast- 


ing. Eliminates sand holes, blow holes and minor de- 
fects—just finish off with file or emery paper. Used 
by large and small foundries and machine shops 
...many imitators but only one Clark's Cast 


Steel Cement. 


WRITE FOR LATEST FOLDER. Complete infor- 
mation as to use and uses; prices and free 


sample offer for testing. 


| THE CLARK CAST STEEL CEMENT CO. 





P.O. Box 21, WILMINGTON 23, DELAWARE 


FOUNDRY 























TELEPH 
MAIN 1. 


May 19 
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Mighty Little Giant for 


HIGH SPEED PRODUCTION OF =|) au 
SMALL & MEDIUM CASTINGS i i Unsurpassed 


For Top Production 
of Uniform 
Quality 
Castings! 


CAST-MASTER 
MODEL No. 10 








Wie ing 


Specifications gees 1 | 7 
On Request! 4 


CAST-MASTER 2c Casting Machines 


— CAST-MASTER, INC. ~ 2123 HAMILTON AVE., CLEVELAND 14,0HI0 —— 








HEADQUARTERS FOR PATTERN SHOP SUPPLIES 


Superior Pattern Plates — all plates ready for mounting 


Superior Noslip Superior Cast Flat Superior Offset 
Machined and Straightened and 45° Offset, Straightened 
Sandblasted Ground and Ground 





Superior Ribbed Cope & Drag Plates Superior Wood Fillet 
all sizes V2’, 34” and 1” thick. M4" to 3” 


Ribs 134” high. 
Superior Sheet Wax Superior Cold Glue 


0015 to .375 thick in 8’x12” and Superior Pattern Lagging 
12x24” sheets Superior Plastic Metal 


Superior Wax Fillet Superior Disc Cement 


1/32” to 1” radi ked 
" valle 2% a asia Rubber latex formula 


Superior Core Vent Waxes Superior Fillet Cement 

Black for iron and steel castings Complete Line of Supplies and 
in f | . 

in formula for year around use Machinery 


Yellow in solid and hollow for 
magnesium and aluminum. Write for catalog and quotations 
SUPERIOR PRODUCTS FOR THE PATTERN SHOP 


7 & me % Cc a CLEVELAND 14, 0. 














TELEPHONE: 
MAIN 1-9624 
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/PRESSURE MATCH PLATE CO., Inc. 


ALUMINUM PRODUCTION PATTERN 
EQUIPMENT UP TO 56'x74" 


Pressure Cast by the Plaster Process Method 


COPE & DRAG PLATES, MATCH PLATES, GANG CORE 
BOXES, DRYER PATTERNS, PATTERN CASTINGS 
ACCURATELY DUPLICATED FROM YOUR MASTER 


LET US HELP YOU GET BETTER CASTINGS AT LESS COST 


We solicit your inquiries. Layout sheets available 


PRESSURE MATCH PLATE CO., Inc. 


1013-1015 North Front St., Philadelphia 23, Pa. 
Telephone: LOmbard 3-7210 




















WELDED AND BOLTED 
TYPES © ALL SIZES ° 
*) COMPLETE CONTROL 
be, EQUIPMENT * 26 YEARS 
ALyey, A LEADER IN MAGNETIC 
AS MATERIALS 
& HANDLING. 


SHORT CUT “z 
TO PROFITS 





THE - — MFG. ss “ae MAURICE AVE. « cer. 0. 


e Member Ins of Scrap Iron aad Steel, Inc ane 

















PRODUCERS * 
CORE SAND 


CORPORATION 


MICHIGAN CITY, 'NOIANA 














SERVING THE FOUNDRY INDUSTRY SINCE 1907 


CRUCIBLES (all types) | Ss 


RETORTS, GRAPHITE SHAPES 
SUPER REFRACTORIES, FLUXES 


BAY STATE CRUCIBLE CO, TAUNTON. Mass. 














SMELTERS & REFINERS OF ALUMINUM INGOT 


STANDARD ALUMINUM CO. 
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Save Time and Money ¢ by insisting on the 


HIGH QUALITY, UNIFORM ANALYSIS of STANDARD INGOT 
[OL ned ret tar oH 


P.O. BOX 2117 TULSA, OKLAHOMA 


“The Hub of the Nation” 


Founorg May 19 
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“MAKE BETTER CORES FASTER 


aes al less cost— 
= 9 


MULLER Core Sand MIXER 


3 cubic foot capacity—mixes 250-300 Ibs. per batch. 
Every foundryman knows that better cores mean 
better castings. This new, labor-saving core sand 
mixer will pay for itself in a short time. Without it, 






vour core room costs are higher than they should be. 


PRICE: $344 complete with 11%4 H. P. 


electric motor ready to plug in, 
FOB Metuchen, N. J. 


This mixer is available in a 6 cubic foot size, also. 


Metuchen 14, N. J. 


MULLER MACHINERY COMPANY, Inc. 


Cable Address: MULMIX 








For Your FOUNDRY 
MAX BELT GRINDER 


. . . for heavy grinding of metal parts... 
rounding, chamfering, breaking corners, debur- 
ring, polishing, grinding, sharpening, deflash- 
ing! Fast cutting, smooth running. 


For Your PATTERN SHOP 
MAX 20” DISC SANDER 


. . « for surfacing an endless variety of wood 
shapes with ease and accuracy. Table tilts 45° 
up or down and lowers to clear disc. Also 
widely used as a Disc Grinder in the metal 
working industry. 


MAX Products .. Guaranteed for a year.. built to last a LIFETIME! 


MAX Manufacturing Co., 138 Stockton Ave., San Jose, Calif. 
Quality Products Since 1928 








LITERATURE 
AND NAME 
OF NEAREST 




























T E F CO 
Totally Enclosed Fan Cooled 


MOTORS & CONTROL 
STOCK SHIPMENT 


New and Rebuilt—All Ratings 
World’s Largest Inventory 
MOTORS @ GENERATORS @ TRANSFORMERS 
Write, Wire or Phone 


ELECTRIC EQUIPMENT CO. 


63 Curlew St. Rochester 1, N. Y. Phone LD-65 
CASH FOR SURPLUS 














HANDLING EQUIPMENT 
ee reduces production costs 


BRUSCO BOXES are designed and fabri- 
cated to provide: MAXIMUM STRENGTH 
—EFFICIENCY IN HANDLING—SAFETY 
IN OPERATION. 


No. 559 BRUSCO CORRUGATED SKID BOX 


Saves valuable floor 
space and speeds produc- 
tion. Made in all sizes 
and various gauges of 
steel to fit any load capa- 
city. Stack from floor to 
roof. 





No. 1210 BRUSCO SELF DUMPING HOPPER 


Speeds production and 
saves labor in handling 
your parts and materials. 
This hopper is fabricated 
of heavy steel plate thor- 
oughly reinforced. Made 
in 42, 1, 1% and 2 cubic 
yard capacities. Under- 
clearance is optional. 





No. 1215 BRUSCO SELF DUMPING END HOPPER 


This hopper is also fur- 
nished in standard sizes 
with caster equipment 
optional. 





If you have a material handling problem . . . con- 
sider the use of BRUSCO Self Dumping Hoppers and 
Boxes. We can furnish equipment to fit your han- 
dling needs. SAFE—FAST—EASY to operate. 


Write today for BULLETIN No. 500, presenting the 
most complete line of parts Boxes and Dump Hop- 
pers on the market. 


—— HANDLING EQUIPMENT 


BRUMMELER STEEL PRODUCTS CORPORATION 
1412 lonia Ave., S. W. Grand Rapids, Michigan 
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LetPYRO 


| Save You Time & Money! 














Measure Foundry Temperatures 


Accurately . . . at a Glance! 


Use the Optical 
Simplified PYRO Pyrometer 


Any operator can quickly determine tem- 








tew PEP-UP imerecnarten 


SALT TABLETS 


. RELEASE SALT 
* IMMEDIATELY 


| \ (Not Enteric 
Coated) 


fan Fg 
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EACH SALT CRYSTAL 
INDIVIDUALLY COATED 


needed! 


plete. 


7500 F. 





For Better Temperature 
Controls in 
Non-Ferrous Foundries 


IMMERSION 
p ¥ RO PYROMETER 
Accurate temperature control is a must 
to assure low cost production of UNI- 
FORM, SOUND CASTINGS. That's why 
the new PYRO Immersion Pyrometer is 
indispensable in any modern non-ferrous 


foundry—in crucibles, ladles and _ fur- 
naces. 


The PYRO Immersion Pyrometer is 
shock-proof, moisture-proof, dust-proof 
and immune to magnetic influences. With- 
stands roughest handling. Shielded steel 
housing. ‘Protected Type’’ and “Bare 
Metal"’ thermocouples interchange _ in- 
stantly without adjustment or recalibra- 
tion. Large, 4-inch scale is easy to read. 
Has exclusive LOCK SWIVEL. Available in 
6 temperature ranges to 2500° F. 


Write for FREE CATALOG #155 





See our Exhibit at Booth No. 611—A.F.A. Convention 


rue PYROMETER INSTRUMENT co. 


New Plant and Laboratory 


BERGENFIELD 6 
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ACCURATE—‘‘Special Foundry Type’’ and 


“Triple Range’ models also have Red cor- | extra. cost. 


rection scale to determine true spout and | 


pouring temperatures of molten steel and | UNITED STATES SAFETY SERVICE Ore} 


iron when measured in the open. KANSAS CITY 6, MISSOURI BRANCHES IN PRINCIPAL INDUSTRIAL CITIES 


LIGHT IN WEIGHT—Weighs only 3 Ibs. com- 


AVAILABLE IN 5 RANGES from 1400° to 


Write for FREE CATALOG #85 


peratures of minute spots, fast-moving ob- ¢ Will not cause salt sickness or nausea 
jects and smallest streams with the simpli- | @ No delay in getting salt into system 
fied PYRO Optical Pyrometer. Proved in | DISPENSER © Starts dissolving immediately 

actual use . . . foundrymen swear by it! | gt tienen ° Dissoives completely in about 100 
SELF-CONTAINED—DIRECT READING — No | navel elt ied si sii aiaiiliasccaa 
correction charts, accessories or upkeep | lets come to you nen te Pecnhaniiiies 


in sanitary, fac- 
| . 

tory-sealed dis 
| pensers at no 
| 


© Meets Government Specification 
No. SS-S-31C 

e Order Now— Be Prepared 

e Write for literature and prices 





In Canada PARMELEE, LTD. Toronto 














ae — MOLDERS* roots 
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THE MONK Toot co. 

















J UNION ST., GENEVA, ILL. 


POWDERED GLASS 


AN EXCELLENT BRASS FLUX 
—Economical— 


THE BASSICHIS COMPANY 
CLEVELAND 13, OHIO 


WELLMAN 




































NO BUCKET-OPENING SHOCK 
ON CRANE HOOKS 
The Wellman ‘“Hook-on”, single-line bucket 
provides you with clamshell bucket service at 
any crane hook where suitable head room and 
hoist capacity are available. 
Both bucket and crane are protected agains 








opening shock by a pair of adjustable snubbin 
sheaves. The snubbing action on the closin 
lines eliminates any shock when the bucke 
opens—an important feature since the oper 
ator cannot control opening speed of a single 
line bucket. 

Capacities from ¥% to 2 cubic yards. Wnte 
for free bulletin. 


02 To ee 





new sersey | THE WELLMAN ENGINEERING CO, ceverano +, on10 
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Hand grading at the Bogala Mines, Ceylon 








HAND PICKED 
GRAPHITE 


for your special use 


The Asbury Graphite Mills products are se- 
lected for assured uniform quality, and to meet 
your particular needs. This starts with per- 
sonal supervision and control at the mines, 
and painstaking care is followed throughout 


our mills in the grinding and refining. 


VISIT US AT THE A.F.S. CONVENTION, BOOTH NO. 502 


THE ASBURY GRAPHITE MILLS, INC. 


ASBURY, N. J. 





BLACKINGS @ FACINGS @® SHAKEONS @®@ PIPE ELIMINATORS 











FOUNDRY CORE PRACTICE 
Second Edition 
By Harry W. Dietert 
Devoted completely and in great detail to the production 
of cores. Will prove beneficial to every foundryman. 
548 pages $10.00 
illustrated Postpaid 


THE PENTON PUBLISHING COMPANY 


Penton Building Book Dept. Cleveland 13, Ohio 








CROBAUGH LABORATORIES 
Chemists — Metallurgists 
FOUNDRY SERVICE 
THE FRANK L. CROBAUGH CO. 


Phone SUperior 1-4712 


CLEVELAND 13, O. 








BUDNICK 


Sand 


8 
Mixers 
Sturdy and Dependable 





3 and 6 cubic feet 


Steel paddles for thorough mixing of sand 
or clay loam. Any capacity or height to 
fit your requirements. 


Write for Details 


BUDNICK MFG. CO. °"}./0""° 























ARIDIFIER 


CLEAN YOUR AIR 
AND GAS LINES 


Removes 92% Oil, Water and Dirt 


The Aridifier gives you positive removal 
of oil, moisture and other foreign matter 
from air or gas lines. With paints and 
lacquers it often eliminates bloom and 
imperfections in finish. It provides dry lines 
for ceramics, sand blasting, for air cleaning, 
etc. Wherever the need exists for dry 

clean air or gas, the Aridifier delivers the 
goods. Easily installed. No maintenance 
problem. 10 models available. Capacity 
range: As low as 7 CFM to 17,000 CFM. 


BULLETIN 147 Tells The Complete Story 


zor Exploded view shows how 
four multi blade rotors re- 
>. volve at high speed in opposite directions under 


impact of air mo t through non-aligned 
rotor spaces. Moisture, dirt and other foreign 
matter which collect on rotor blades are thrown 
out of air stream by centrifugal force to side of 
housing, and pass into drain. 
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Made By The 
Manufacturers of 
Logan Lathes 
and Shapers. 


Jogan ENGINEERING CO. 






4913 W. LAWRENCE AVE., CHICAGO 30, ILL. 


387 








THE COMPETITIVE SYSTEM DELIVERS THE MOST TO THE GREATEST NUMBER 
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a since you were knee-high to a hop-toad, 
you’ve heard about America’s wonderful natural 
resources—the bountiful fertile fields, the towering 
timber growth, the boundless water power, and 
the untold wealth of gold, iron, oil, silver, coal and 
other natural treasures that lie buried in the ground. 

Is it because America has more natural resources 
than any other country that Americans enjoy the 
world’s highest standard of living? No—many 
countries have as much—some have more. 

Then is it because Americans do more with what 
they’ve got? 

Yes! And the reason is as plain as the nose on 
your face. It’s because Americans are free to de- 
velop their natural resources—and their natural 
resourcefulness—in the wholesome climate of open 
and strenuous COMPETITION. 
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COMPETITICN—not “‘regimentation” —is what 
eggs a man on to do his best. 


COMPETITION—not government control—is 
what urges a business to give its customers ever 
greater value for their money. 


So let’s say “NO SALE” to the ism peddlers who 
would have us swap our U. S. A. system of free 
competition for their “planned” regimentation— 
trade our U. S. A. freedom and plenty for their 
serfdom and poverty! 


* * * 


This report on PROGRESS-FOR-PEOPLE is published by 
this magazine in cooperation with National Business Publica- 
tions, Inc., as a public service. This material, including illus- 
tration, may be used, with or without credit, in plant city ad- 
vertisements, employee publications, house organs, speeches 
or in any other manner. 
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The fotlowing classified list of prod- 
ucts of the advertisers in FOUNDRY 
is for the convenience of our readers 
in quickly locating sources of foundry 





| WHERE-TO-BUY 


equipment and supplies 








ABRASIVE (Bricks and Files) 

Bay State Abrasive Products Co., 
Westboro, Mass, 

Carborundum Co., 

Niagara Falls, N. Y. 

Chicago Wheel & Mfg. Co., 

1101 W. Monroe, Chicago 7, Ill. 
Macklin Company, Jackson, Mich. 
Mid West Abrasive Co., 

Owosso, Michigan 
Norton Co., Worcester 6, Mass. 
Simonds Abrasive Co., 

Tacony & Fraley Sts., 

Philadelphia 37, Pa, 

Sterling Grinding Wheel Division, 

Cleveland Quarries Co., 

Tiffin, Ohio 


ABRASIVE CLOTH and PAPER 
Behr-Manning Div. of Norton Co., 
Worcester 6, Mass, 
Carborundum Co., 
Niagara Falls, N. Y. 
ABRASIVE CUTOFF MACHINES 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


ABRASIVE SHOT 


and GRIT 


(Metallic) —See 


ABRASIVE WHEELS 
Bay State Abrasive Products Co., 
Westboro, Mass. 
Besly-Welles Corp., Beloit, 
George H. Bullard Co., 
Westboro, Mass. 
Carborundum Co., 
Niagara Falls, N. Y. 
Chicago Wheel & Mfg. Co., 
1101 W. Monroe, Chicago 7, Ill 
Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 
Macklin Company, Jackson, Mich 
Mid West Abrasive Co., 
Owosso, Michigan 
Norton Company, 
Worcester 6, Mass 
Raybestos-Manhattan, Inc., 
Manhattan Rubber Division 
Passaic, N. J. 
Simonds Abrasive Co., 
Tacony & Fraley Sts., 
Philadelphia 37, Pa. 
Sterling Grinding Wheel Division, 
Cleveland Quarries Co., 
Tiffin, Ohio 
United States Rubber Co., 4300 New 
Haven Ave., Fort Wayne 4, Ind 


Wis 


ACETYLENE (Cylinders and Tanks) 


Air Reduction Sales Co., 
60 East 42 St., 
New York 17, N. Y. 
Linde Aiz Products Co., 
30 E, 42nd St., 


New York 17, N. Y 


AERATORS 


Bartlett & Snow, C. O., 6201 
Harvard Ave., Cleveland 5, O. 
Carrier Conveyor Corp., Frankfort 
Ave, at Clifton, Louisville 6. Ky. 
Jeffrey Mfg. Co., Columbus 16, O. 
Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 

Newaygo Engineering Co., 
Newaygo, Mich. 

Pekay Machine & Engineering Co., 
100 N. LaSalle St., Chicago 2, IN. 


AFTERCOOLERS (Compressed Air) 
Carrier Conveyor Corp., Frankfort 
Ave. at Clifton, Louisville 6. Ky. 
Jas. A. Murphy & Co., 
Hamilton, O. 


AIR COMPRESSORS 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Sampbell-Hausfeld Co., 
Harrison, O. 

shicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Curtis Pneumatic Machinery Div. 
Curtis Mfg. Co., 1943 Kienlen 
Ave., St. Louis 20, Mo. 

Fuller Company, Catasauqua, Pa. 
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AIR COMPRESSORS 


Gardner-Denver Co., 
Gardner Drive, Quincy, IIl. 
Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y. 
Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 
Schramm Inc., West Chester, Pa. 
Spencer Turbine Co., 
Hartford, Conn, 
Worthington Pump & Machinery 
Co., Harrison, N, J. 


(Cont’d.) 


AIR CONDITIONING & CONTROL 
EQUIPMENT 
Air-Way Pump & Equipment Co., 
1050 N. Kilbourn, Chicago, III. 
American Air Filter Co., Inc., 
266 Central Ave., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Curtis Pneumatic Machinery Div. 
Curtis Mfg. Co., 1943 Kienlen 


Ave., St. Louis 20, Mo. 
Foxboro Company, Foxboro, Mass 
Kirk & Blum Mfg. Co., 

Cincinnati 25, O. 

Murphy, Jas. A., & Co., 

Hamilton, O. 

Schneibie Co., Claude B., 
2827—25th St., Detroit 16, Mich 


A. Schrader’s Son, 
470 Vanderbilt Ave., 
Brooklyn 17, N. Y. 


AIRLESS BLAST CLEANING 
EQUIPMENT 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Pangborn Corp., Hagerstown, Md. 

W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 


AIR LINE LUBRICATORS 


Cleco Division of Reed Roller Bit 
Co., Houston, Tex 
Wilkinson Equipment Supply Corp., 


6958 Wentworth 
Chicago 21, II 


Ave., 


ALLOYS 

Beryllium Corp., Reading, Pa 

Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 

Federated Metals Div. 


American Smelting and Refining 
Co., 120 Broadway, 
New York 5, N. Y. 

Frontier Bronze Corp., 818 Elm- 


wood Ave., Niagara Falls, N. Y. 
International Nickel Co., Inc., 

67 Wall St., New York 5, 
Molybdenum Corporation of 
ica, Pittsburgh 19, Pa. 
Niagara Falls Smelting & Refining 
Div., Continental-Copper & Steel 
Industries, Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N. Y 

Ohio Ferro-Alloys Corp., 
Canton 2, O 


W.. Y. 
Amer- 


ALLOYS (Ferro) 

Eectro Metallurgical Div, Union 
Carbide & Carbon Corp., 

30 E. 42nd St., 
New York 17, N. Y. 

Hickman-Williams & Co., Union 
Commerce Bldg., Cleveland 14, O 

Keokuk Electro Metals Co., 
Keokuk, Iowa.,, 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Il. 

Ohio Ferro-Alloys Corp., 

Canton 2, Ohio. 

Titanium Alloy Mfg. Div., National 
Lead Co., Hyde Park Blvd., 
Niagara Falls, N. Y. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


ALUMINUM and ALUMINUM 
ALLOYS 

Apex Smelting Co., 2537 West Tay- 
lor St., Chicago 12, Ill. 


Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, IIl. 
Federated Metals Division, Ameri- 


can Smelting and Refining Co., 
120 Broadway, New York 5, N.Y. 


—When writing advertisers, 


ALUMINUM and ALUMINUM 
ALLOYS (Cont’d.) 

Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N, Y. 

Wm, F, Jobbins Co., Aurora, II. 

Kaiser Aluminum & Chemical Corp., 
Kaiser Bldg., Oakland, Calif. 

Niagara Falls Smelting & Refining 


Div., Continental-Copper & Steel 
Industries, Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N. Y 


Sonken-Galamba Corp., 
Kansas City 18, Kansas 

U. S. Reduction Co., 
East Chicago, Indiana 

Western Metal Co., 3201 
Ave., Chicago 23, Ill. 


So. Kedzie 


ALUMINUM INGOTS 

Alter Company, 1702 Rockingham 
Road, Davenport, Iowa 

Aluminum Company of America, 
Pittsburgh, Pa 


Apex Smelting Co., 2537 West Tay- 


lor St., Chicago 12, Il. 
P. C. Beck Company, Hanna Build- 
ing, Cleveland 15, Ohio 
Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, Ill. 


Federated Metals Division of Amer- 


ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 
Wm, F. Jobbins Co., Aurora, Il. 


Kaiser Aluminum & Chemical Corp., 


Kaiser Bldg., Oakland, Cu2lif. 
U. S. Reduction Co., 
E. Chicago, Ind. 
Standard Aluminum Corp., 
P.O, Box 2117, Tulsa, Oklahoma 
Western Metal Co., 3201 So. Kedzie 
Ave., Chicago 23, Ill. 


ALUMINUM 
Standard \] 
P.O. Box 


ALLOYS INGOT 
Corp 
Oklahoma 


iminum 
2117, Tulsa 
BASKETS 
Wilkes-Barre, Pa. 


ANNEALING 


Pressed Steel Co., 


BOXES 
Wilkes-Barre, Pa 


ANNEALING 


Pressed Steel Co., 


ANNEALING CORES 

Pressed Steel Co., Wilkes-Barre, Pa 

ANNEALING FURNACES 
(Electric) 

Ajax Electrothermic 
Trenton, N. J. 

General Electric Co 
Schenectady, N. Y 


Corp., 


POT RAPERS 


131 Chest- 
Conn. 


ANNEALING 
New Haven Vibrator Co., 

nut St., New Haven 7, 
ANNEALING 
Pressed Steel Co., 


TUBES 
Wilkes-Barre, Pa. 


ANTI-PIPING COMPOUNDS 
United States Graphite Co., 
Saginaw, Mich. 


ARGON 

Air Reduction Sales Co., 
60 East 42nd St., 
New York 17, N. Y 

Linde Air Products Co 
30 E. 42nd St., 
New York 17, N. Y 


ARRESTORS (Dust) 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Johnson March Corp., 1724 Chestnut 
St Philadelphia 3, Pa. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio 
Pangborn Corp., Hagerstown, 
Claude B. Schneible Co., 
Stephenson Bldg Cass 
Blvd., Detroit 2, Mich 
Whiting Corp., Harvey, Ill 


Md. 


& Grand 


ASSOCIATIONS 


Crucible Manufacturers Association, 
90 West St., New York 6, N. Y. 


please mention FOUNDRY— 


BAND SAWS 
Oliver Machinery Co 
Grand Rapids 2, Mich 


BANDS (Snap Flask) 
Adams Co., Dubuque, Iowa 
Federal Foundry Supply Co., 

4600 E, 71st St., Cleveland 5, O 


BARS (Steel) 
Republic Steel Corp., 3100 E 
St., Cleveland 4, Ohio. 


45th 


BASKETS (Annealing) 
Industrial Fabricating, Inc., 

817 Hall St., Eaton Rapids, Mich 
Pressed Steel Co., Wilkes-Barre, Pa 


BASKETS (Storing & Shipping) 
Union Steel Products Co., 
Albion, Michigan 


BEARINGS (Anti-Friction, Roller 
and Ball) 

Link-Belt Co., 300 W 
Chicago 9, Ill. 

Timken Roller Bearing Co 
Canton 6, O. 


Pershing Rd 


BEARINGS (Sintered Bronze) 
United States Graphite Co 
Saginaw, Mich. 


BELT LACINGS 

Flexible Steel Lacing Co 4667 
ington St., Chicago 44, Illinois 

BELTING (Conveyor, Elevator) 

3oston Woven Hose & Rubber Co., 
29 Hampshire, 
Cambridge 39, Mass. 

C. R. Daniels Inc., 
4900 Block Wetheredsville 
Batimore 16, Md. 

Goodyear Tire & Rubber Co 
Akron 16, Ohi 

Hewitt Rubber Div. Hewitt-Robins 
Div., Inc., 240 Kensington Ave., 
Buffalo 5, N. Y. 

Imperial Belting Co., 1800 So. 
bourn Ave., Chicago 23, Ill. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, II 

Main Belting Co., 1217 
St., Philadelphia 47, Pa 

Raybestos-Manhattan Inc., 
Manhattan Rubber Division, 
Passaic. N. J 

Republic Rubber Division, Lee Rub 


Rd., 


Kil- 


Carpenter 


ber & Tire Corp., Youngstown, O 
BELTS (Power Transmission) 
Boston Woven Hose & Rubber Co., 


29 Hampshire, 
Cambridge 39, 
C. R. Daniels Inc., 
4900 Block Wetheredsville Rd., 

Baltimore 16, Md. 
Goodyear Tire & Rubber Co 
Akron 16, Ohio 


Mass. 


Hewitt Rubber Division, Hewitt 
tobins Inc., 240 Kensington Ave 
3uffalo 5, N - 

Imperial Belting Co., 1800 So. Kil 


bourn Ave., Chicago 23, IIl. 
Link-Belt Co., 300 W. Pershing Rd 
Chicago 9, Ill. 
Main Belting Co., 1217 C 
St., Philadelphia 47, Pa 
Milwaukee Leather Belting Co 
1114 No. Water St., 
Milwaukee, Wis. 
Raybestos-Manhattan Inc 
Manhattan Rubber Division 
Passaic. N. 
Republic Rubber Division, Lee Rub 
ber & Tire Corp., Youngstown, O 


irpenter 


BENTONITE 

American Colloid Co., 
Mart Plaza, Chicago 54, III. 

Baroid Sales Division, 637 Railway 
Exchange Bldg., 80 East Jackson 
Blvd.. Chicago 4, Ill 

M. A. Bell Co., 217 Lombard St 
St. Louis 2, Mo. 

Eastern Clay Products, Dept 
International Minerals & Chemi 
cal Corp., 20 N. Wacker Drive, 
Chicago 6, Ill. 

Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O 


Merchandise 
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BERYLLIUM COPPER ALLOYS 
Beryllium Corp., Reading, Pa. 


BERYLLIUM COPPER INGOT 
Beryliium Corp., Reading, Pa. 


BINDERS (Shell Mold) 

Bakelite Corp., 300 Madison Ave., 
New York 17, N. Y. 

Durez Plastics & Chemicals Co., 
North Tonawanda, N. 

Monsanto Chemical Co., 
1700 S. 2nd St., St. Louis 4, Mo. 


BINS (Storage) 
American Bridge Co., 
Pittsburgh 19, Pa. 
Bartlett & Snow, C. O. Co., 6201 
Harvard Ave., Cleveland 5, O 
Neff & Fry Co., Camden, Ohio. 


BLACKING 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, Ill. 


BLACKING (Mold Core) 

Asbury Graphite Mills, 
Asbury, N. J. 

M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, 0. 

Stevens, Frederic B., Inc., 
Detroit 16, Mich. 

United States Graphite Co., 
Saginaw, Mich. 


BLASTING EQUIPMENT 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

The Hydro-Blast Corp., 2550 N. 
Western Ave., Chicago 47, Illinois. 

Pangborn Corp., Hagerstown, Md. 

W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 


BLAST METERS 
Foxboro Company, Foxboro, Mass. 


BLOWERS 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
American Air Filter Co., 
266 Central Ave., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Buffalo Forge Co., Buffalo, N. Y 
Campbell Hausfeld Co., 
Harrison, O. 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Il 
Ingersoll-Rand Co., 
11 Broadway, New York, N. Y. 
Johnston Mfg. Co., 
Minneapolis 13, Minn 


Joy Mfg. Co., Henry W. Oliver 
Blidg., Pittsburgh 22, Pa. 
Lindberg Engineering Co., Fisher 


Furnace Div., 2450 West Hub- 
bard, Chicago 12, Il. 

The North American Mfg. Co., 
4455 E. 71st St., 

Ceveland 4, Ohio. 

Roots-Connersville Blower Corp., 
Connersville, Ind. 

Spencer Turbine Co., 

Hartford, Conn. 

Stroman Furnace & Engineering 
Co., Division of Peterson Oven 
Co., 9900 Franklin Ave., 
Franklin Park, Il 


BOND CLAY 

American Colloid Co., Merchandise 
Mart Plaza, Chicago 54, I. 

Baroid Sales Division, 637 Railway 
Exchange Bldg., 80 East Jackson 


Bivd., Chiceen 4, 
Eastern Clay Products, Dept., 
International Minerals & Chemi- 


cal Corp., 20 N. Wacker Drive, 
Chicago 6, IN. 
Great Lakes Foundry Sand Co., 
United Artists Bldg., 
Detroit 26, Mich. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 
Ironton Fire Brick Co., Ironton, O 


BOOKS (Technical) 
Penton Publishing Co., 1213 West 
3rd St., Cleveland 13, O. 


BOROSIL 
Ohio Ferro-Alloys Corp., 
Canton 2, Ohio. 


BOTTOM PLATES and BOARDS 

Adams Co., Dubuque, Iowa. 

Black, Sivalls & Bryson, Inc., 7500 
E, 12th St., Kansas City 6, Mo. 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, III. 

Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, III. 
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BOTTOM PLATES AND BOARDS 
(Cont’d.) 
industrial Fabricating, Inc., 
$17 Hall St., Eaton Rapids, Mich. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N.E., Canton 5, Ohio. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 
Truscon Stee] Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


BOWLS and SHANKS 

Industrial Equipment Co., 
Minster, Ohio. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


BOXES (Stacking) 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 


BOXES (Tote) 
Brummeler Steel Products Co., 
Grand Rapids, Mich. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N.E., Canton 5, Ohio. 
Union Steel Products Co., 
Albion, Michigan, 


BRAKES (Magnetic) 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 1, Wis. 
Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis. 


BRASS AND BRONZE INGOT 
Belmont Smelting & Refining Works, 
330 Belmont Ave., Brooklyn, N.Y. 
Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 
Western Metal Co., 
3201 So. Kedzie Ave., 
Chicago 23, Il. 


BRICK (Refractory) 

Carborundum Co., 
Perth Amboy, N. J. 

Harbison-Walker Refractories Co., 
1745 Farmers Rank Bldg., 
Pittsburgh 22, Pa. 

Norton Co., Worcester 6, Mass, 

Titanium Alloy Mfg. Div., National 
Lead Co.. Hyde Park Blvd., 
Niagara Falls, N. Y. 


RRIQUETS (Alloy) 
Electro Metallurgical Div. Union 
Carhide & Carbon Corp., 

30 EB 42nd St. 
New York 17, N. Y. 
BRIQUETS (Ferro Alloy) 
Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 FE. 42nd St.. 
New York 17, 


Union 


N.Y. 


BRIOQUETS (Graphite) 
United States Graphite Co., 
Saginaw, Mich. 


RBRIQUETS (Manganese) 
Electro Metallurgical Div. 
Tinion Carbide & Carbon Corp., 
230 F 42nd St.. New York 17, N. Y. 
Ohio Ferro-Alloys Corp., 
Canton 2, Ohio. 
BRIQUETS (Silicon Carbide) 
Carborundum Co.. 
Perth Amboy, N. J 
Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 
BRIQUETTING MACHINERY 
(Metal) 
Milwaukee Foundry Equipment Div., 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis. 


BRUSHES 
Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 


BRUSHES (Wire Brushes) 

Hewitt Rubber Division, Hewitt- 
Robins Inc., 240 Kensington Ave., 
3uffalo 5, N. Y 


BUCKETS (Elevating, Clam Shell, 
Drag Line, Grab, Loader, Dump- 
ing) 

Blaw-Knox Co., 

Farmers Bank Bldg., 
Pittsburgh, Pa. 

Victor R. Browning Co., Inc., 
Willoughby, Ohio 

Cleveland Tramrai] Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe. O 

Erie Steel Construction Co., 

Erie, Pa. 


—When writing advertisers, 


BUCKETS (Elevating, Clam Shell, 
Drag Line, Grab, Loader, Dump- 
ing) (Cont’d.) 

Harnischfeger Corp., 4400 W. Na- 
tional Ave., Milwaukee 14, Wis. 
Link-Belt Co., 300 W. Pershing Rd., 

Chicago 9, II. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 
Pekay Machine & Engineering Co., 
100 N. LaSalle St., 

Chicago 2, Ill. 

Penn Iron Works, Inc., Reading, Pa. 

Wellman Engineering Co., 

7000 Centra] Ave., Cleveland. O. 

Youngstown Steel Door Co., Euclid 
Superior Arcade, Cleveland, Ohio 


BUFFING MACHINES 
Bradford Machine Tool Co., 
659 Evans St., Cincinnati, 


BUILDING and ENGINEERING 
SERVICE 

American Bridge Co., 
Pittsburgh 19, Pa. 


Ohio. 


BURNERS (Acetylene, Oil, Gas, 
Powdered Coal, Stoker) 

Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Tl. 

Hauck Mfg. Co., 196 Tenth St., 
Brooklyn 15, N 

Johnston Mfg. Co., 

Minneapolis 13, Minn. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard. Chicago 12, Tl. 

The North American Mfg. Co., 
4455 E. 71st St., 

Cleveland 4, Ohio. 


RUSHINGS (Fliask-Pin) 

Black, Sivalls & Bryson, Inc., 7500 
E. 12th St.. Kansas City 3, Mo. 
Hines Flask Co., 3431 W. 140th St., 

Cleveland 11, Ohio. 
Shanafelt Mfg. Co., 3823 Winfield 
Wav, N.E. Canton 5, Ohio. 


Smillie & Co., C. M., 1124 Wood- 
ward Hgts. Blvd., Ferndale 20, 
Mich 


Sterling Wheelbarrow Co., 7190 W. 
Walker St., Milwaukee 14, Wis. 

Universal Firgineering Co., 
Frankenmuth, Mich. 


CATCTTM BORTIDE 
Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


CATCTTUM MOLYBDATE 
Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


CARBON BOOSTFR 
Federal Foundry Supply Co., 


48MM FF, 71et St.. Cleveland 5. O. 
National Carbon Co., Div. Union 
Carhide & Carhon Corp., 30 E. 


42-d St. New York 17, N. Y. 
Sunerior Fleke Graphite Co., 

33 Sonth Clark St.. Chicago 3, II. 
United States Graphite Co., 

Saginaw. Mich. 


CARS (Core Oven) 
Foundry Eanipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 


CARS (Mold Drving) 


Foundry Fauipment Co., 1831 Co- 
Immbus Rd., Cleveland 13, Ohio. 

CASTING GRIPS (Air Powered) 

Jov Mfg. Co.. Henrv W. Oliver 
Bldg., Pittsburgh 22, Pa. 

CASTING MACHINES 
(Centrifugely 


Centrifuge?! Casting Mach. Co., 
Tulea, Okla 

Herman Prenmatie Machine Co., 
Tinion Ronk Rideg., 
Pittsburgh 22. Pa. 


CASTING MACHINES 
Moldy 

Certrifugal Casting Machine Co., 
Tulsa, Okla 


CASTING RESIN 
Durez Plastics & 


(Permanent 


Chemicals Co., 


North Tonawanda, N. 
CASTING SFALFER 
Empire Varnish Co., 2636 E. 76th 
St.. Cleve'snd 4, Ohio. 


Tousev Varnish Co., 
A20 West 25th St., 
Chicago 16, III. 


CASTINGS 

City Pattern Foundry 
Co., 1165 Harper, 
Detroit 11, Mich, 

Wellman Bronze & Aluminum Co., 
2525 E. 93rd St., 
Cleveland 4, Ohio, 


& Machine 


please mentien FouNDRY— 


CEMENT (Metallic) 

Clark Cast Steel Cement Co., 
P.O. Box 21, Wilmington, Del, 

Federal Fouudry Supply Co., 
4600 E. 7ist St., Cleveland 5, 

Frederic B. Stevens, Inc., 
Detroit 16, Mich. 

Smooth-On Manufacturing Co., 
570 Communipaw Ave., 
Jersey City 4, N. J. 


CEMENT (Refractory) 

Bay State Abrasive Products Co. 
Westboro, Mass. 

M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo. 

Carborundum Co., 
Perth Amboy, N. J. 

Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 

Harbison-Walker Refractories Co. 
1745 Farmers Bank Bldg., 
Pittsburgh 22, Pa. 

Ironton Fire Brick Co., Ironton, 0 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, II. 

Norton Co., Worcester 6, Mass. 


CHAIN (Hoist, Conveyor, Drive, 
Sling, ete.) 

American Chain Div., 

American Chain & Cable Co. Inc., 
York, Pa. 

Chisholm-Moore Hoist Corp, and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St.. Columbus, O. 

Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 

Link Belt Co., 

300 W. Pershing Rd., 
Chicago 9, Ill. 

S. G. Taylor Chain Co., 

Hammond, Ind. 


CHAIN (Welded and Weldless) 
American Chain Div., 
American Chain & Cable Co. Inc., 
York, Pa. 
Chisholm-Moore Corp. and 
Columbus-McKinnon Chain 
Tonawanda, N. Y 
S. G. Taylor Chain Co., 
Hammond, Indiana. 


Corp., 


CHAINS (Sling) 
S. G. Taylor Chain Co., 
Hammond, Ind. 


CHAPLETS 

M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo. 

Cleveland Chaplet & Mfg. Co., 26479 
Lakeland Blvd., Cleveland 23, 0. 

Combined Supply & Equipment Co., 
Inc., 215 Chandler St., 
Buffalo 7, N. Y. 

Crescent Brass & Pin Co., 5766 
Trumbull Ave., Detroit, Mich 
Fanner Mfg. Co., Brookside Park, 

Cleveland 2, Ohio. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 
Milwaukee Chaplet & Mfg. Co., 
1023 S. 40th St., 
Milwaukee 4, Wis. 
Frederic B. Stevens, 
Detroit 16, Mich. 


Tae., 


CHEMICAIS 
Hercules Powder Co., 
Wilmington 99. Del. 
Wm. F. Jobbins Co., Aurora, Il 
Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 
Mathieson Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md 
Monsanto Chemical Co., 
1700 S. 2nd St., 
St. Louis 4, Mo. 


CHEMISTS 
Chas. C. Kawin Co., 
431 S. Dearborn St., Chicago 5, II] 


CHILLS 

Alloy Metal Abrasive Co., 
311 W. Huron S8&t., 
Ann Arbor, Mich. 

Fanner Mfg. Co.. Brookside Park 
Cleveland 2. Ohio. 

Milwaukee Chaplet & Mfg. Co., 
1023 So. 40th St., 
Milwaukee 4, Wis. 

Standard Horse Nail Corp., 
New Brighton, Pa. 


CHILL COATINGS 
Acheson Colloids Co., 
Port Huron, Mich, 


CHILL NATLS 
Standard Horse Nail Corp., 
New Brighton, Pa, 


FOUNDRY 
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CHIPPERS—See PNEUMATIO 
TOOLS 


CHISELS (Chipping) 
Bedford Tool & Forge Co., 
22 Interstate St., Bedford, Ohio 
Cleco Division of Reed Roller Bit 
Co., Houston, Texas, .« 
Independent Pneumatic Tool Co., 
Aurora, Illinois 


CHROMIUM (Briquets) 

Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 30 
E, 42nd St., New York 17, N. Y. 


CLAMPS (Flask) 
Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 3, Mo. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 
Herman Pneumatic Machine Co., 
Union Bank Bldg., 
Pittsburgh 22, Pa. 

Shanafelt Mfg. Co., Canton, Ohio 
Sterling Wheelbarrow Co., 1700 W. 
Walker St., Milwaukee 14, Wis. 
Truscon Steel Co., Pressed Steel 

Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


CLAY (Bonding) 

American Colloid Co., Merchandise 
Mart Plaza, Chicago 54, Ill. 

Baroid Sales Division, 637 Railway 
Exchange Bldg., 80 East Jackson 
Blvd., Chicago 4, II. 

Carpenter Brothers, Inc., 606 West 
Wisconsin Ave., Milwaukee 3, Wis. 

Eastern Clay Products Dept. 
International Minerals & Chemi- 
cal Corp 20 N. Wacker Dr., 
Chicago 6, Ill. 

Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

Hooker Electrochemical Co., 
Buffalo Avenue & 47th St., 
Niagara Falls, N. Y. 

Illinois Clay Products Co., 

Joliet, Il. 
Ironton Fire Brick Co., Ironton, O. 


CLAY (Refractory) 

Carpenter Brothers, Inc., 

606 West Wicconsin 3, Mo. 

Eastern Clay Products, Dept. 
International Minerals & Chemi- 
cal Corp., 20 N. Wacker Drive, 
Chicago 6, Il. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22. Pa. 

Illinois Clay Products Co., 

Joliet, Tl. 


CLEANING COMPOUNDS 
Hooker Electrochemical Co., 
Buffalo Ave. & 47th St., 


Niagara Falls, N. Y. 

Pelron Corp., 7740 West 47th St., 
Lyons, Illinois 

CLEANING EQUIPMENT (Cast- 


ings) 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, ind 

Panehorn Corp., Hagerstown, Md 

Roto-Finish Co., 3600 Milham Road, 
Kelamszoo, Mich. 

W. W. Siv Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio 


CLUTCHES (Magnetic) 
Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis, 
Stearns Moaenetic Mfg. Co., 
622 S. 28th St.. Milwaukee 4, Wis 
Stearns Maprretic Inc., 650 South 
28th St., Milwaukee 46, Wis 


COKE 
Debevoi-e-Anderson Co., 
295 Madison Ave., 
New York 17, N. Y. 


COKE (Foundry) 
DeBardeleben Coal Corp., 
2201 First Ave., N., 
Birmingham 3. Ala 
Hickman-Williams & Co., 
Union Commerce Bldg., 

Cleveland 14, O 
New England Coke Co., 

250 Stuart St., Boston, Mass 
Philadelphia Coke Co., 4591 Rich- 
mond St., Philadelnhia 37, Pa. 

Pickands Mather & Co., 
Cleveland 14, O 
Republic Coal & Coke Co., 8 So. 
Michigan Ave., Chicago 3, TI. 
Semet Solvay Div., Allied Chemical 
& Dye Corp., 40 Rector St., 
New York 6, N. Y. 
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COKE (Petroleum) 

Republic Coal and Coke Co., 
8 S. Michigan Ave., 
Chicago 3, Ll. 


CONTAINERS 
Youngstown Steel Door Co., Euclid- 
Superior Arcade, Cleveland, Ohio. 


CONVERTER BLOWERS 
Roots-Connersville Blower Corp., 
Connersville, Ind. 


CONVERTERS (Bessemer) 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 

CONVEYOR DESIGN 

Giffels & Valet, Iinc., 
Marquette Bldg., Detroit, Mich. 


CONVEYOR IDLERS 


Transall Inc., 109 11th St., North, 
Birmingham 4, Ala. 

CONVEYORS (Belt) 

Bartlett & Snow Co., C, O., 6201 


Harvard Ave., Cleveland 5, O. 
beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, III. 
Boston Woven Huse & Rubber Co., 
29 Hampshire, 
Cambridge 39, Mass. 
A, B. Farquhar Co., 
142 North Duke St., York, 
Goodyear Tire & Rubber Co., 
Akron 16, Ohio, 
Imperial Belting Co., 1800 So. Kil- 
bourn Ave., Chicago 23, IIl. 
Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O. 
Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 
Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, IIl. 


Pa. 


Logan Co., 580 Cabel, 
Louisville, Ky. 
Main Belting Co., 1217 Carpenter 


St., Philadelphia 47, Pa. 
Mathews Conveyer Co., 
Ellwood City, Pa. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, IIl. 
Newaygo Engineering Co., 
Newaygo, Mich. 
Republic Rubber Division, Lee Rub- 
ber & Tire Corp., Youngstown, O. 


Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. 


Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Chain) 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St.. Columbus 16, O. 

Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Tl. 


Logan Co., 580 Cabel, 
[ouisville, Ky. 

Mathews Conveyer Co., 104 Tenth 
St., Ellwood City, Pa. 

National Engineering Co., 549 W. 


Washington St., Chieago 6, Il. 
Newaygo Engineering Co., 
Newaygo. Mich 
Richards-Wilcox Mfg. Co., 
Aurora, TI. 
Standard Conveyor Co., 
North St. Paul 9, Minn 


CONVEVORS (Gravity) 
A, B. Farquhar Co., 


142 North Duke St., York, Pa. 
Logan Co., 580 Cabel, 

Touisville, Ky. 
Mathews Convever Co., 104 Tenth 


St.. Ellwood City. Pa. 
Standard Convevor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Live Roller) 
Logan Co., 580 Cabel, 
Louisville. Ky 
Mathews Conveyer Co., 
Ellwood City, Pa. 
National Engineering Co., 549 W. 
Washington St.. Chicago 6, Ill. 
Standard Conveyor Co., 
North St. Pau! 9, Minn. 


CONVEYORS (Magnetic) 
Stearns Magnetic Mfg. Co., 
#82 S. 28th St... Milwaukee 4. Wis 


Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis 

CONVEYORS (Monorail) 

American Monorail Co., 13104 
Athens Ave., Cleveland 7, O. 

Cleveland Tramrai] Div. of Cleve- 


land Crane & Engineering Co., 
1155 E. 283rd St., Wickliffe, O. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Tl. 


—When writing advertisers, 


CONVEYORS (Monorail) (Cont’d.) 
Mathews Conveyer Co., 104 Tenth 
St., Ellwood City, Pa. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 
Richards-Wilcox Mfg. Co., 
Aurora, Ill, 


CONVEYORS (Overhead) 

Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Mathews Conveyer Co., 
Ellwood City, Pa, 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 

Penn Iron Works, Inc., 
Reading, Pa. 

Richards-Wilcox Mfg. Co., 
Aurora, Il, 


CONVEYORS (Pneumatic) 

Crane Co., 836 South Michigan, 
Chicago 5, Ill. 

Filler Comrpany, Catasauqua, Pa. 


CONVEYORS (Portable) 
A, B. Farquhar Co., 

142 North Duke St., York, Pa. 
Link Belt Co., 

300 W. Pershing Rd., 

Chicago 9, Ill. 


CONVEYORS (Portable-Gas Elec- 
tric) 

Joy Mfg. Co., Henry W. Oliver 
Bidg., Pittsburgh 22, Pa. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, II. 


CONVEYORS (Roller) 
Westover Engineers, 
3110 W. Fond Du Lac Ave., 
Milwaukee 10, Wis. 


CONVEYORS (Rubber) 

Goodyear Tire & Rubber Co., 
Akron 16, Ohio, 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Vibrating) 

Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Carrier Conveyor Corp., Frankfort 
Ave. at Clifton, Louisville 6. Ky. 

Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, III. 


Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N 


Simplicity Engineering Co., 
Durand, Mich 
Syntron Company, Homer City, Pa. 

COPPER 

Federated Metals Div., American 
Smelting and Refining Co., 
120 Broadway, New York 5, N.Y. 


COPPER SHOT 
Alter Company, 
Road, Davenport, Iowa. 
Federated Metals Div., American 
Smelting and Refining Co., 
120 Broadway, New York 5, N.Y. 
Niagara Falls Smelting & Refining 
Div., Continental-Copper & Steel 
Industries, Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N, Y. 


CORE BINDERS 
American Gum Products Co., 500 
Fifth Ave... New York 18, N. Y. 
Archer-Daniels-Midland Co., 
Foundry Products Div., 2191 W. 
110th St., Cleveland 2, O. 
Bakelite Corp., 300 Madison Ave., 
New York 17, N. Y 
Barrett Division, Allied Chemical & 
Dye Corp., 40 Rector Street, 
New York 6, N : 
M. A. Bell Co., 217 Lombard 8St., 
St. Louis 2, Mo 
Cities Service Oil Co., 
Dr., Chicago 6, Tl 
Corn Products Refining Co., 
17 Battery Pl.. New York 4, 
Delta Oil Products Co., 
Milwankee 9, Wis 
Durez Plastics & Chemicals Co., 
North Tonawanda, N. Y. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 
Foundry Rubber Ince 
Bethesda, Maryland, 
General Electric Co., 
Pittsfield. Mass 
Hercules Powder Co., 
Wilmington 99. Del 
E. F. Houghton Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa. 


1702 Rockingham 


20 N. Wacker 


N.Y. 
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CORE BINDERS (Cont’d.) 


Monsanto Chemical Co., 
Plastic Division, 
Springfield 2, Mass. 
Pelron Corp., 7740 West 47th St., 
Lyons, Illinois 
Penola, Inc., Pittsburgh 1, Pa. 
Robeson Process Co., 500 Fifth 
Ave., New York 18, N. Y. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich. 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, Ill. 
Werner G. Smith, Inc., 
1730 Train Ave., Cleveland, Ohio. 


CORE BLOWER BUSHINGS 

Eastern Clay Products, Dept. 
International Minerals & Chemi- 
cal Corp., 20 N, Wacker Drive, 
Chicago 6, II. 


CORE BLOWING MACHINES 
Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Il. 

Wm. Demmlier & Bros., 
Kewanee, Ill. 
Federal Foundry Supply Co., 
4600 E, 7ist St., Cleveland 5, O. 
Harrison Machine Co., 
Wesleyville, Pa. 
International Molding 
LaGrange Park, II1. 
Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 
Redford Iron & Equipment Co., 
20733 Glendale Ave., 
Detroit 23, Mich. 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


CORE BOX MACHINES 


Machine Co., 


Wellman Products Co., 1444 E. 49th 
St., Cleveland 3, Ohio. 

CORE BOXES 

Accurate Match Plate Co., 1847 W. 


Carroll St., Chicago, Il. 
Industrial Pattern Works, 2621 West 
Belmont Ave., Chicago 18, Illinois. 


CORE COLORING 
Eaton Chemical & Dyestuff Co., 
1490 Franklin, Detroit, Mich. 


CORE COMPOUND 
Archer-Daniels-Midland Co., 
Foundry Products Div., 2191 W. 
110th St., Cleveland 2, O 
Bakelite Corp., 300 Madison Ave., 
New York 17, N. ¥ 
Barrett Division, Allied Chemical & 
Dye Corp., 40 Rector Street, 
New York 6, N. Y. 
M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo 
Cities Service Oil Co., 
Dr., Chicago 6, III. 
Delta Oil Products Co., 
Milwankee 9, Wis 
Durez Plastics & Chemicals Co., 
North Tonawanda, N. Y 
Federal Foundry Supply Co., 
4600 E. 71ct St., Cleveland 5, O. 
Foundry Rubber Inc., 
Bethesda, Maryland. 
Pelron Corp., 7740 West 47th St 
Lyons, [lllinois. 
Penola, Inc., Pittsburgh 1, Pa 
Frederic B. Stevens, Inc., 


20 N. Wacker 


Detroit 16. Mich. 
United Oil Mfg, Co., 
Erie, Pa. 


Werrer G. Smith, Inc., 
730 Train Ave., Cleveland, Ohio. 


CORE DRAWING MACHINES 

Federal Foundry Supply Co., 
4600 E. 71st St.. Clevelard 5, O. 

Freeman Supply Co., Toledo 5, O. 


CORE DRIERS 
Industrial Pattern Works, 2621 West 
Belmont Ave., Chicago 18, Illinots. 


CORE DRIERS (Dielectric) 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis 


CORE FLUXES 
Magnesium) 
Pelron Corp., 7740 West 47th St., 

Lyons, Illinois. 


CORE GRINDERS (Power 
Operated) 

Jeffrey Mfg. Co., Columbus 16, O 

Milwaukee Fourdrv Equipment Div., 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis. 

Sutter Products Co., 
Dearborn, Mich. 


CORE KNOCKOUT MACHINES 
Allis-Chalmers Mfg. Co., 

Milwaukee 1, Wis 
Beardslev & Piper Co., The, 

2424 No. Cicero, Chicago 39, Ill. 
Pangborn Corp., Hagerstown, Md. 
Simplicity Engineering Co., 

Durand, Mich. 


(Aluminum, 
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CORE MAKING MACHINES 


Champion Foundry & Machine Co., 
2424 No. Cicero, Chicago 39, Ill 

Davenport Machine & Foundry Co., 
Davenport, lowa. 

Wm. Demmlier & Bros., 
Kewanee, III. 

Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 

Harrison Machine Co., 

Wesleyville, Pa. 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 

Pittsburgh 22, Pa. 

{nternational Molding Machine Co., 
LaGrange Park, Ill. 

Milwaukee Foundry Equipment Div., 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis. 

Redford Iron & Equipment Co., 
20733 Glendale Ave., 

Detroit 23, Mich. 

Sutter Products Co., 
Dearborn, Mich. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 

Wadsworth Equipment Co., 
555 Lafollette St., Akron, Ohio. 

CORE OIL DISPENSING UNITS 

Bowser,Inc., 1300 Creighton Ave, E, 
Fort Wayne 2, Indiana 


CORE OIL PUMPS & SYSTEM 
Wilkinson Equipment Supply Corp., 
6958S Wentworth Ave., 
Chicago 21, Ill 


CORE OILS 
Archer-Daniels-Midland Co., 
Foundry Products Div., 2191 W 


110th St., Cleveland 2, O 
M. A. Bell Co., 217 Lombard St 
St. Louis 2, Mo 
Cities Service Oil Co., 20 N. Wacker 


Dr., Chicago 6, Ill 
Delta Oil Products Co., 
Milwaukee 9, Wis 


E. F. Houghton Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa 

Pelron Corp., 7740 West 47th St., 
Lyons, [Illinois 


Penola, Inc., Pittsburgh 1, Pa 

Pennsylvania Foundry Supply & 
Sand Co., Ashland & E Lewis 
Sts., Philadelphia 24, Pa 

Smith Oil & Refining Co., 
burn Ave., Rockford, Ill 

Frederic B. Stevens, Inc 
Detroit 26, Mich 

United Oil Mfg, Co 
Erie, Pa 

Werner G. Smith, 
1730 Train Ave., 


1102 Kil- 


Inc., 
Cleveland, Ohio 

CORE OVENS 

Allis Chalmers Mfg. Co 
Milwaukee 1, Wis 

Carl-Mayer Corp., 3030 Euclid Ave 
Cleveland 15, O. 

Despatch Oven Co., 


Minneapolis 14, Minn 

Drying Systems, Inc., 1800 W. Fos- 
ter Ave., Chicago 40, Il 

Detroit Sheet Metal Works, 
1300 Oakman Blvd., Detroit, Mich 


Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, O. 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich 

Girdler Corp., Thermex Division, 
224 E. Broadway, Louisville 2, Ky 

Holcroft & Company, 
6545 Epworth Blvd., 
Detroit 10, Mich 

Kirk & Blum Mfg. Co.. 
Cincinnati 9, Ohio 

Lanly Company, 750 Prospect 
Cleveland 15, O 

Michigan Oven Co., 4500 Grand 
River Ave., Detroit 8, Mich 

Peters-Dalton Inc., 17900 Ryan Rd., 
Detroit 12, Mich. 


Ave., 


J. O. Ross Engineering Corp 
444 Madison Ave 
New York 17, N. Y 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway 
Detroit 16, Mich 

CORE PASTE 

M, A. Bell Co., 217 Lombard St 
St. Louis 2, Mo 


Corn Products Refining Co 17 
Battery Pl., New York 4, N. Y 
Delta Oil Products Co., 


Milwaukee 9, Wis 

Eastern Clay Products, Dept 
International Minerals & Chemi 
cal Corp., 20 N, Wacker Drive 
Chicago 6, Ill 

Federal Foundry Supply Co 


#6400 E. 71st St.. Cleveland 5, O 
Yrederic B. Stevens, Inc 
18th St. & Vernor Highway 


Detroit 16, Mich 
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CORE PASTE (Cont’d.) 
Superior Flake Graphite Co., 

33 South Clark St., Chicago 3, Ill 
CORE PLATES (Magnesium) 
Christiansen Corp., 1515 No. 

patrick, Chicago 51, III. 


Kil- 


CORE PLATES (Steel, Asbestos) 
Black, Sivalls & Bryson, Inc., 7500 
E, 12th St., Kansas City 6, Mo. 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich. 
Johns-Manville, 22 E. 40th St., 
New York 16, N. Y. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N.E., Canton 5, Ohio. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


CORE ROD STRAIGHTENING and 
CUTTING MACHINERY 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 


CORE SAND 

American Silica Sand Co., 
Life Bldg., Ottawa, IIl. 

Great Lakes Foundry Sand Co., 
United Artists Bldg., 

Detroit 26, Mich. 
Nugent Sand Co., 
Orefraction Inc., 7425 Thomas St., 

Pittsburgh 8, Pa, 

Pennsylvania Glass Sand Corp., 
First National Bank Bldg., 
Pittsburgh 22, Pa, 

Titanium Alloy Mfg. Div., National 
Lead Co., Hyde Park Blvd., 
Niagara Falls, N. Y, 

Wedron Silica Co., 38 So 
born St., Chicago, II 


Central 


Muskegon, Mich. 


Dear- 


CORE SAND MIXERS 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

3aker Perkins Inc., Saginaw, 

Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, II. 

Standard Sand & Machine Co., 
Blystone Div., 549 W. Washington 
Blvd., Chicago 6, III. 

Clearfield Machine Co., 

Clearfield, Pa. 

Federal Foundry 
E. 7ist St. Cleveland 5, 

Muller Machinery Co., 
Metuchen 1, N. J. 

Multiplex Machinery Corp., 
Elmore, Ohio 

National Engineering Co., 549 W 
Washington St., Chicago 6, III 

Posey Iron Works Inc., 
Lancaster, Pa. 

Royer Foundry & Machine Co., 
Kingston, Pa. 


Mich 


Supply Co., 4690 
Ohio 


CORE SPRAYERS 

Freeman Supply Co., 
1152 East Broadway 
Toledo, Ohio, 


CORE STRIPPERS 
Federal Foundry Supply Co., 
1600 E. 71st St., Cleveland 5, O 


CORE TRAYS 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il 


CORE TRUCK: 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, IIl. 
Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
Sterling Wheelbarrow Co., 
7100 W. Walker St., 
Milwaukee 14, Wis. 


CORE VENTS 
Demmler, Wm., & 
Kewanee, Ill 
PMS Co 1701 Power 
Cleveland 14, Ohio. 
Smillie, C. M. & Co., 
ward Heights Blvd., 
Ferndale 20, Mich. 
United Compound Co., Inc 
328 South Park Ave., 

Buffalo 4, N. Y. 


WASH 
Acheson Colloids Co., 
Port Huron, Mich 
Asbury Graphite Mills 
Asbury, N. . 
M. A. Bell Co., 217 Lombard St 
St Louis 2, Mo 
Carborundum Co., 
Perth Amboy, N. J. 


Bros., 
Ave., 


1124 Wood- 


CORE 


—When writing advertisers, 


CORE WASH (Cont’d,) 


Cities Service Oil Co., 20 N. Wacker 
Dr., Chicago 6, Ill. 
Corn Products Refining Co., 17 


Battery Pl., New York City 4. 

Delta Oil Products Co., 
Milwaukee 9, Wis. 

Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O. 
Foundry Services, Inc., 280 Madison 
Avenue, New York 16, N. Y. 
E. F. Houghton Co., 303 W. Lehigh 


Ave., Philadelphia 33, Pa. 
National Carbon Co., Div, Union 
Carbide & Carbon Corp., 30 E. 


42nd St., New York 17, N. Y 
Penola, Inc., Pittsburgh 1, Pa. 
Smith Oil & Refining Co., 

Kilburn Ave., Rockford, Ill. 
Stevens, Frederic B., Inc., 

Detroit 26, Mich. 

Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, Ill. 
Titanium Alloy Mfg. Div, National 

Lead Co., Hyde Park Blvd., 

Niagara Falls, N. Y. 

United States Graphite Co., 

Saginaw, Mich. 


1102 


CORE WIRES 
Crescent Brass & Pin Co., 
Trumbull Ave., Detroit, 


5766 
Mich. 


CORES (Annealing) 
Pressed Steel Co., Wilkes-Barre, Pa. 
STRAINER 


CORES (Strainer) see 


CORES 


COUPLINGS (Air Line) 
Cleco Division of Reed 
Co., Houston, Tex. 

A. Schrader’s Son 
470 Vanderbilt Ave., 
Brooklyn 17, N. Y. 


Roller Bit 


CRANE LUBRICATING SYSTEMS 
Blaw-Knox Co., Farmers Bank 
Bldg., Pittsburgh, Pa. 


CRANES 
Whiting Corp., 
Harvey, IIl. 


(Bucket) 
15607 Lathrop Ave., 


CRANES (Electric Tramrail) 
Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 


N 


Tonawanda, N. Y 


CRANES (Electric Traveling) 

American MonoRail Co., 13104 
Athens Ave., Cleveland 7, O. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 


Erie Steel Construction Co., 
Erie, Pa. 

Harnischfeger Corp., 4400 W. Na- 
tional Ave., Milwaukee 14, Wis. 


Shepard-Niles Crane & Hoist Corp., 
360 Schuyler Ave., 
Montour Falls, N. Y. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, III. 

Wright Hoist Div., 
American Chain & Cable Co., 
York, Pa. 


Inc., 


CRANES (Gantry) 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio 

Modern Equipment Co., 

Port Washington, Wis. 

Wellman Engineering Co., 7000 Cen- 

tral Ave., Cleveland 4, Ohio 


(Hand Traveling) 

American MonoRail Co., 13104 
Athens Ave., Cleveland 7, Ohio 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O 

Modern Equipment Co., 
Port Washington, Wis. 

Shepard-Niles Crane & Hoist Corp 
Montour Falls, N. Y. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, IIl 


CRANES 


CRANES (Jib) 
American MonoRail Co., 13104 
Athens Ave., Cleveland 7. O. 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail 


Div. of Cleve- 


land Crane & Engineering Co., 
Wickliffe, Ohio. 
Modern Equipment Co., 


Port Washington, Wis. 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, IIl. 


please mention FOUNDRY— 


CRANES (Monorail) 


American MonoRail Co., 13104 
Athens Ave., Cleveland 7, O. 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, 

Modern Equipment Co., 

Port Washington, Wis. 

Shepard-Niles Crane & Hoist Cory 
360 Schuyler Ave., 

Montour Falls, N. Y. 

Whiting Corp., Harvey, Ill. 


CRANES (Self-Propelled) 
Coles Cranes Inc., 
P.O. Box 942, Joliet, Ill. 
Silent Hoist & Crane Co., 
St., Brooklyn 20, N. Y. 


835 63rd 


CRAYONS (Marking) 


Markal Co., 3052 W. 
Chicago 12, IIl. 


Carroll, 


CRUCIBLES 
American Refractories and Crucible 
Corp., North Haven, Conn, 
Bay State Crucible Co., 
Taunton, Mass. 
M. A. Bell Co., 217 Lombard St 
St. Louis 2, Mo. 
Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y 
Dixon, Joseph, Crucible Co., 
Jersey City, N. J. 
Lava Crucible Co., Pittsburgh, Pa 
National Carbon Co., Div. Union 
Carbide & Carbon Corp., 30 EF 
42nd St., New York 17. N. Y 
Ross-Tacony Crucible Co., 
Tacony, Philadelphia, Pa. 
Vesuvius Crucible Co., 
Swissvale, Pa. 


CRUCIBLE FURNACES 

Ajax Electrothermic Corp., 
Trenton, N. J. 

Campbell-Hausfeld Co., 
Harrison, O. 

Eclipse Fuel 
711 So. Main St., 

Lindberg Engineering Co., 
Furnace Div., 2450 West 
bard, Chicago 12, Ill. 


Engineering Co., 

Rockford, Iii. 

Fisher 
Hub- 


CRUCIBLE LIFTERS 
Modern Equipment Co., 
Port Washington, Wis. 
CRUCIBLE POURING DEVICES 
Modern Equipment Co., 
Port Washington, Wis 


CRUSHERS (Core) 

Newaygo Engineering Co., 
Newaygo, Mich. 

Simplicity Engineering Co., 
Durand. Mich. 


CUPOLAS 

Foundry Service and Equipment 
Corp., Markham, Il. 

Modern Equipment Co., 
Port Washington, Wis. 

Tabor Mfg. Co., 6225 Tacony St 
Philadelphia 35, Pa. 

Whiting Corp., 15607 Lathrop Ave 
Harvey, IIl. 


CUPOLAS (Hot Blast Equipment) 
Whiting Corp., Harvey, II 


CUPOLA BLOWERS 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Buffalo Forge Co., Buffalo, N. Y 

Roots-Connersville Blower Corp 
Connersville, ind. 

Spencer Turbine Co., 
Hartford, Conn. 

Whiting Corp., 15607 Lathrop Ave 
Harvey, Ill. 


CUPOLA CHARGING MACHINES 


American MonoRall!l Co., 13104 
Athens Ave., Cleveland 7, O 
Cleveland Tramrail Div. of Cleve 


land Crane & Engineering Co 
Wickliffe, O. 
Foundry Service and Equipment 
Corp., Markham, Ill. 
Harnischfeger Corp., 4400 W 
tional Ave., Milwaukee 14, W 
Modern Kquipment Co., 
Port Washington, Wis. 
Shepard-Niles Crane & Hoist Corp 
Montour Falls, N. Y. 
Whiting Corp., 15607 Lathrop Ave 
Harvey, Ill. 


FOUNDRY 








CUT 
DoA 
Fox 
Pi 
Tabc 
Ph 


CYL 
Belle 


DAR 


DEG: 
Foun 
Ave 
Hook: 
Buf 
Nia 
Metal 
Min 
Pittsb 
135% 
Pitt 
Natior 
Was 
Natior 
Yort 
Niaga! 
Div. 
Indu 


woot 


DEGR 
Hooke! 
Buff 
Niag 


DEOX! 


Aiter 
Roac 
Federa 
Smel 
120 I 
Clevela 
Cleve 
Metallo 
Minn 
Nationz 
York 


May 








CUPOLA CONTROL EQUIPMENT 
Edwin S. Carman, 1643 Lee Road, 
Cleveland 18, Ohio. 

Foxboro Company, Foxboro, Mass. 


CUPOLA DUST AKRESTORS 

Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 

Schneible Co., Claude B., 
Stephenson Bldg., Cass & Grand 
Blvd., Detroit 2, Mich. 

Whiting Corp.” Harvey, II) 


CUPOLA LIGHTERS 

Hickman-Williams Co., 
Uriun Commerce Bldg., 
Cleveland 14, Ohio, 

Whiting Corp., Harvey, Il 


CUPOLA LININGS 
Carborundum Co., 
Perth Amboy, N. J. 
Cleveland Quarries Co., 1740 E. 
12th St., Cleveland 14, O. 
Ironton Fire Brick Co., Ironton, O. 
United States Graphite Co., 
Saginaw, Mich. 


CUPOLA PATCHING GUNS 

Blastcrete Equipment Co.., 
11152 Santa Monica Blvd. 
Los Angeles 25, Calif. 

Eastern Clay Products, Dept 
International Minerals & Chemi- 
cal Corp., 20 N. Wacker Drive, 
Chicago 6, IIl. 


CUPOLA SPARK ARRESTORS 

Claude B. Schneible Co., Stephenson 
Bldg., Cass & Grand Blvd., 
Detroit 2, Mich. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, IIl. 


CUTOFF MACHINES (Abrasive) 
DoAll Co., Des Plaines, Ill. 

Fox Grinders Inc., Oliver Bldg., 
Pittsburgh, Pa. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


CYLINDERS (Air) 
Bellows Company, Akron 10, Ohio 


DARK ROOM ACCESSORIES 
(X-Ray) 

Eastman Kodak Co., 
Rochester, N. Y. 
General Electric Co., 
4855 Electric Ave., 

Milwaukee 14, Wis. 
Picker X-Ray Corp., 25 S$ 
way, White Plains, N. Y. 


X-Ray Dept., 


Broad- 


DARK ROOM PROCESSING 
(Chemical Tanks, etc.) 


kastman Kodak Co., 
Rochester, N. Y. 
Picker X-Ray Corp., 


25 S. Broad- 
way, White Plains, N. Y 


DEGASIFIERS 
Foundry Services, Inc., 280 Madison 
Avenue, New York 16, N. Y. 


Co., 
St., 


Hooker Electrochemical 
Buffalo Avenue & 47th 
Niagara Falls, N. Y. 

Metalloy Corp., Rand Tower, 
Minneapolis 2, Minn. 

Pittsburgh Metals Purifying Co., 
1352 Marvista St., 

Pittsburgh 12, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill. 

National Pigment Co., 2115 East 
York St., Philadelphia 25, Pa. 

Niagara Falls Smelting & Refining 


Div., Continental-Copper & Steel 
Industries, Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N, Y 


DEGRAPHITIZERS 

Hooker Electrochemical Co., 
Buffalo Avenue & 47th St., 
Niagara Falls, N. Y. 


DEOXIDIZERS 

Alter Company, 1702 Rockingham 
Road, Davenport, Iowa. 

Federated Metals Div., American 


Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 

Cleveland Flux Co., 1026 Main St., 
Cleveland 13, O. 

Metalloy Corp., Rand Tower, 
Minneapolis 2, Minn. 

National Pigment Co., 2115 East 
York St., Philadelphia 25, Pa. 


May 1952 


DEOXIDIZERS (Cont’d.) 
Niagara Falls Smelting & Refining 


Div., Continental-Copper & Steel 
Industries, Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N. Y 


Pittsburgh Metals Purifying Co., 
1352 Marvista St., 
Pittsburgh 12, Pa. 


DEOXIDIZERS (Ferrous) 


Carborundum Co., 
Perth Amboy, N. J. 


DESCALING (Salt Bath) 

Hooker Electrochemical Co. 
Buffalo Avenue & 47th St 
Niagara Falls, N. Y 


DESULPHURIZERS 
American Silica Sand Co., 
Life Bldg., Ottawa, III. 
Cleveland Flux Co., 1026 Main 8t., 

Cleveland 13, O. 

Columbia-Southern Chemical Corp., 
Div., Pittsburgh Plate Glass Co., 
Pittsburgh 19, Pa. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5. O. 

Hercules Powder Co., 

Wilmington 99, Del. 

Mathieson Chemical Corp., 60 
Mathieson Bldg., Baltimore 3, Md. 

Modern Equipment Co., 

Port Washington, Wis. 

National Pigment Co., 2115 East 
York St., Philadelphia 25, Pa. 

Pittsburgh Metals Purifying Co., 
1352 Marvista St., 

Pittsburgh 12, Pa. 

Solvay Sales Division Allied Chemi- 
cal & Dye Corp., 40 Rector St., 
New York 6, N. Y. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


Central 


DIE CASTING MACHINES 

Kux Machine Co., 6725 North Ridge 
Ave., Chicago 26, Ill. 

Miller-Taylor Tool Co., 5005 Euclid 
Ave., Cleveland 3, Ohio. 


DOWEL PINS 
Standard Horse Nail Corp 
New Brighton, Pa. 


DRILLS (Electric) 

Mall Tool Co., 
7720 So. Chicago Ave., 
Chicago 19, Il. 

Standard Electrical 
2488 River Road, 
Cincinnati 4, Ohio 


Tool Co 


DRILLS (Pneumatic) 


Gardner-Denver Co., 
Mall Tool Co., 
7720 So. Chicago Ave., 
Chicago 19, Ill. 


Quincy, Il 


Schramm Inc., West Chester, Pa. 

DRYING OVENS 

Drying Systems, Inc., 1800 W. Fos- 
ter Ave., Chicago 40, Ill 


DRUMS (Magnetic) 


Dings Magnetic Separator Co., 4740 
Wis. 


Electric Ave., Milwaukee 7, 
Stearns Magnetic Mfg. Co., 662 S. 
28th St., Milwaukee 4, Wis. 
Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis. 
DUMP HOPPERS 
Brummeler Steel Products Co., 
Grand Rapids, Mich. 
Roura Iron Works, 1405 Woodland 
Ave., Detroit 11, Mich 
DUMP TRUCKS 
Frank G. Hough Co., 
Libertyville, Ill. 
Kwik-Mix Co., 
Port Washington Wis 
Prime Mover Co., Muscatine, Iowa. 


DUST ARRESTING EQUIPMENT 
American Air Filter Co., Inc. 
266 Central Ave., Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, O. 
Dracco Corp., 4063 East 116th St., 
Cleveland 5, Ohio. 
Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
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DUST ARRESTING EQUIPMENT 
(Cont’d.) 

Pangborn Corp.. 

Peters-Dalton Inc., 


Hagerstown, Md. 
17900 Ryan Rd. 


Detroit 12, Mich 

Schneible Co., Claude B., 
Stephenson Bldg., Cass & Grand 
Blvd., Detroit 2, Mich. 


W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 

Turner & Haws Engineering Co., 
S7 Gardner St., 
West Roxbury 32, Mass. 

Whiting Curp., 15607 Lathrop Ave., 
Harvey, Ill. 


DUST COLLECTORS 
American Wheelabrator 
ment Co., Mishawaka, 
American Air Filter Co., 
266 Central Ave., Louisville 8, Ky. 
Bartlett & Snow, C. O., Co., 6101 
Harvard Ave., Cleveland, O. 
Foundry Service and Equipment 
Corp., Markham, II. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
Pangborn Corp., Hagerstown, Md. 
Peters-Dalton Inc., 17900 Ryan Rd., 


& Equip- 
Ind. 


Detroit 12, Mich 

Claude B. Schneible Co., Stephenson 
Bldg., Cass & Grand Blvd., 
Detroit 2, Mich. 

W. W. Sly Mfg. Co., 4753 Train 


Ave., Cleveland 2, Ohio. 
Turner & Haws Engineering Co 

87 Gardner St., 

West Roxbury 32, Mass 
Whiting Corp., Harvey, II, 


DUST CONTROL (Chemical) 

Dracco Corp., 4063 East 116th 
Cleveland 5, Ohio, 

Johnson March Corp., 1724 Chestnut 
St Philadelphia 3, Pa. 


St., 


DUST RECOVERY SYSTEMS 


American Wheelabrator & Equip- 


ment Co., Mishawaka, Ind. 
Dracco Corp., 4063 East 116th St., 
Cleveland 5, Ohio 


Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 

Pangborn Corp., Hagerstown, Md. 

DYES & CHEMICALS 

Eaton Chemical & Dyestuff Co., 
1490 Franklin, Detroit, Mich. 

ELECTRIC FURNACES (see Fur- 

naces, Electric) 


ELECTRODES (Graphite and 
Amorphous) 

International Graphite & Electrode 
Corp., St. Marys, Pa. 


National Carbon Co., Inc., Blec- 
trode Sales Div., 30 E. 42nd 8t., 
New York 17, N. Y. 

ELEVATORS 

Standard Conveyors Co., 

North St. Paul 9, Minn 

ELEVATORS (Bucket) 

Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O. 
Jeffrey Mfg. Co., Columbus 16, O. 
Link Belt Co., 300 W. Pershing 


Rd., Chicago 9, III. 

National Engineering Co., 
549 W. Washington 8t., 
Chicago 6, III. 

Newaygo Engineering Co., 
Newaygo, Mich. 

Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. J. 

Material 


ELEVATORS (Pneumatic, 


Handling) 


Fuller Co., Pa. 


Catasauqua, 

ENGINEERING SERVICE 
(Foundry) 

Automatic Foundry Equipment Div., 
W. G. Reichert Engineering Co., 
1060 Broad St., 

Newark 2, New Jersey. 

Foundry Service & Equipment Corp., 
16231 Turner Ave., Markham, III. 

Giffels & Vallet, Inc., 

Marquette Bidg., Detroit, Mich. 

Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, II. 

Westover Engineers, 

3110 W. Fond du Lac Avenue 
Milwaukee 10, Wis. 
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EXHAUST SYSTEMS 


American Air Filter Co., Inc 
Louisville 8, Ky. 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 


Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
Pangborn Corporation, 
Hagerstown, Md 
Peters-Dalton Inc., 

Detroit 12, Mich. 
Schneible Co., Claude B., 


17900 Ryan Rad 


Stephenson Bidg., Cass & Grand 
Blvd., Detroit 2, Mich 
W. W. Sly Mfg. Co., 4753 Train 


Ave., Cleveland 2, Ohio. 


FABRICATORS (Metal) 

Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 

Newaygo Engineering Co 
Newaygo, Mich. 

Penn Iron Works, Inc., 
Reading, Pa. 

Roura Iron Works, 1405 
Ave., Detroit 11, Mich. 


Woodland 


FACINGS 
Acheson Colloids Co., 
Port Huron, Mich 
M, A. Bell Co., 217 Lombard St 
St. Louis 2, Mo 
Deta Oil Products Co., 
Milwaukee 9, Wis. 
Joseph Dixon Crucible Co., 
Monmouth St., Jersey City, N. J 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5. O 
National Carbon Co., Div. Union 
Carbide & Carbon Corp., 30 E 
42nd St., New York 17, N. Y 
Stevens Inc., Frederic B., 
Detroit 16, Mich. 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, I) 
United States Graphite Co., 
Saginaw, Mich 


FANS (Ventilating, Exhaust, Cool 


ing, ete.) 
American Wheelabrator & Equip 

ment Co., Mishawaka, Ind. 
Joy Mfg. Co., Henry W. Oliver 

Bldg., Pittsburgh 22, Pa 
Pangborn Corp., Hagerstown, Ma 


(Conveyor Belt) 
4667 Lex 
Illinois 


FASTENERS 
Flexible Steel 
ington St., 


Lacing Co., 
Chicago 44 


FEEDERS (Belt) 
Robins Conveyors 
Div. Hewitt-Robins Inc 
270 Passaic Ave., Passaic, N. J 


FEEDERS (Rotary) 

Fuller Company, Catasauqua, Pa 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, III. 

Newaygo Engineering Co., 
Newaygo, Mich. 


FEEDERS (Sand) 


Bartlett & Snow Co., C. O., 620) 
Harvard Ave., Cleveland 5, O. 

Jeffrey Mfg. Co., 907 N. Fourth 
8t., Columbus 16, O. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, III. 

Newaygo Engineering Co 
Newaygo, Mich. 

FEEDERS (Vibrating) 

Robins Conveyors, 
Div. Hewitt-Robins Inc 
270 Passaic Ave., Passaic, N. J 

FERROBORON 

Electro Metallurgical Div., Unien 
Carbide & Carbon Corp., 


30 E. 42nd 8t., 

New York 17, N. Y. 
Molybdenum Corp. of Amerioa, 

Pittsburgh 19, Pa. 


FERROCHROME 
Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd 8t., 
New York 17, N, Y. 
Hickman-Williams & Co., 
Cleveland, O. 

Ohio Ferro-Alloys Corp., 
Canton 2, O. 
Vanadium Corp., 

Lexington Ave., 


Union 


of America, 420 
New York, N. Y 
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FERROCOLUMBIUM 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 
30 E. 42nd St., 
New York 17, N. Y. 


FERROMANGANESE 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp. 
30 E. 42nd St., 
New York 17, N. Y. 
Ohio Ferro-Alloys Corp. 
Canton 2, O. 


FERROMOLYBDENUM 


Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


FERROSILICON 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 
30 E. 42nd St., 
New York 17, N. Y. 

Jackson Iron & Steel Co., 
Jackson, O. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, Iowa, 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Ill. 

Ohio Ferro-Alloys Corp., 
Canton 2, O. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


FERROTITANIUM 


Electro Metallurgical Div, 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 
Titanium Alloy Mfg. Div. National 
Lead Co., Hyde Park Blvd., 

Niagara Falls, N. Y. 

Vanadium Corp. of America, 420 

Lexington Ave.. New York, N. Y. 


Union 


FERROTUNGSTEN 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y, 


Molybdenum Corp. of America, 
Pittsburgh 19, Pa. 


Union 


FERROVANADIUM 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E, 42nd St., 

New York 17, N. Y. 


Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


Union 


FILLET 


Milwaukee Leather Belting Co., 
1114 No, Water St., 
Milwaukee, Wis. 


(Leather) 


FILM (X-Ray) 
Eastman Kodak Co., 
Rochester, N. Y. 


General Electric Co,, X-Ray Dept., 
4855 Electric Ave., 
Milwaukee 14, Wis. 


FILTERS (Air) 


Air Filter Co., 266 Cen- 
Ave., Louisville 8, Ky. 


American 
tral 


FIRE BRICK 

Babcock & Wilcox Co., 
St., New York 6, 

Carborundum Co., 
Perth Amboy, N. J. 

Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bldg., 
Pittsburgh 22, Pa. 


Illinois Clay Products Co., 


85 Liberty 
— 4 


Joliet, Ill. 
Norton Co., Worcester 6, Mass. 
Stevens Inc., Frederic B., 
Detroit 16, Mich, 
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FIRE CLAY 
Eastern Clay Products, Dept, 
International Minerals & Chemi- 


cal Corp., 20 N. Wacker Drive, 
Chicago 6, Ill. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 


Illinois Clay Products Co., 
Joliet, Ill. 


Ironton Fire Brick Co., Ironton, O. 


FIRE SAND 
Carborundum Co., 
Niagara Falls, N. Y. 


Cleveland Quarries Co., 1740 E. 
12th St., Cleveland 14, O. 


FIRESTONE 


Cleveland Quarries 
12th St., 


Co., 1740 E. 
Cleveland 14, O. 


FLASK BANDS 
Chicago Mfg. & Distributing Co., 
1928 W. 16th St., Chicago 9, Ill. 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio, 


FLASK BUSHINGS 
Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 6, Mo. 


Hines Flask Co., 3431 W. 140 8t., 
Cleveland 11, Ohio. 


Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 


Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


Universal Engineering Co., 
Frankenmuth, Mich. 


FLASK CLAMPS 


S. Obermayer Co., 2563 West 18th 
St., Chicago 8, Ill. 


FLASK PINS 
Black, Sivalls & Bryson, Inc., 7500 
E, 12th St.. Kansas City 6, Mo. 


Hines Flask Co 3431 W. 140th 3t., 
Cleveland 11, Ohio. 


Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 


Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


Universal Engineering Co., 
Frankemuth, Mich. 


FLASKS (Aluminum, Magnesium) 
Adams Co., Dubuque, Iowa, 
Fremont Flask Co., Fremont, O. 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O. 


FLASKS 


Fremont Flask Co., Fremont, O. 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O. 


(Dowmetal) 


FLASK FILLERS 


Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, O. 

Beardsley & Piper Co., 

2424 No. Cicero, 
Chicago 39, Il. 


Jeffrey Mfg. Co., Columbus 16. O. 


FLASKS (Slip) 


Adams Co., Dubuque, 

Freeman Supply Co., 
1152 East Broadway, 
Toledo, Ohio. 

Fremont Flask Co., Fremont, O. 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O. 

Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich. 


Iowa, 


FLASKS (Snap) 


Adams Co., Dubuque, Iowa, 
Fremont Flask Co., Fremont, O. 


—When writing advertisers, 


FLASKS (Snap) (Cont’d.) 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 


Frederic B., 
Mich, 


Stevens, Inc., 
Detroit 16, 


FLASKS (Steel) 


Black, Sivalls & Bryson, Inc., 7500 
E. 12th St.. Kansas City 6, Mo. 
Industrial Fabricating, Ine., 
817 Hall St.. Eaton Rapids, Mich, 
Pressed Steel Flasks Inc., 

Eaton Rapids, Michigan, 
Shanafelt Mfg. Co., 43623 Winfield 
Way. N. E.. Canton 5, Ohio. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St.. Milwaukee 14. Wis. 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 

Cleveland, Ohio. 


FLASK FITTINGS 


Adams Co., Dubuque, Iowa. 
Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 6. Mo. 

Federal Foundry Supply Co., 
4600 E, 7ist St. Cleveland 5, O. 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 


FLASK LIFT MACHINES 


Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39. Il. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


FLASK LUMBER 
Dougherty Lumber Co., 
66th St., Cleveland 5, 


Rietz Lumber Co., 1810 N. 
Park Ave., Chicago, N 


4300 E. 
O. 


Central 


FLASKS (Wood) 


Adams Co., Dubuque, Iowa. 


Chicago Mfg. & D.stributing Co., 
1928 W. 16th St., Chicago 9, III. 


FLEXIBLE COUPLINGS 


Ajax Flexible Coupling Co., 
Westfield, N. Y. 


FLEXIBLE SHAFT MACHINERY 


Mall Tool Co., 7740 South Chicago 
Ave., Chicago 19, Il. 


FLOORING 


Norton Co., Worcester 6, Mass. 


FLUXES 
Apex Smelting Co., 2537 West Tay- 
lor St., Chicago 12, II 
Bassichis Co., 2323 West 38th St., 
Cleveland, Ohio. 
Cleveland Flux Co., 
Cleveland 13. O 
Foundry Services, Inc., 280 Madison 
Avenue, New York 16, N, Y. 
Mathieson Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md. 
National Pigment Co., 2115 East 
York St., Philadelphia 25, Pa. 
Niagara Falls Smelting & Refining 
Div., Continental-Copper & Steel 
Industries Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N. Y. 
Pittsburgh Metals Purifying Co., 
1352 Marvista St., 
Pittsburgh 12, Pa. 
Puro-Seal Co., 2323 West Third, 
Cleveland 13, Ohio. 


1026 Main St., 


FLUXES (Soldering, Welding & 
Tinning) 


Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y. 


FOUNDRY ENGINEERS 


Automatic Foundry Equipment Div., 
W. G. Reichert Engineering Co., 
1060 Broad St., 

Newark 2, New Jersey. 


please mention FouNDRY— 


FOUNDRY ENGINEERS (Cont’d.) 


Edwin S. Carman, 1643 Lee Road 
Cleveland 18, Ohio. 

Giffels & Vallet, Inc., 
Marquette Bidg., Detroit, Mich. 

Lester B. Knight & Associates Inc., 
600 West Jackson Blvd., 
Chicago 3, Oll. 

A. A. Wickland Co., 205 W. 
Wacker Dr., Chicago 6, IIl. 


FOUNDRY LAYOUT & METHODS 


Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich. 
Lester B. Knight & Associates, Inc. 
600 West Jackson Blvd., 
Chicago 3, Ill. 


FOUNDRY NAILS 


Crescent Brass & Pin Co., 5766 
Trumbull Ave.. Detroit, Mich. 

Standard Horse Nail Corp., 
New Brighton, Pa. 


FOUNDRY SHOVELS 
(See SHOVELS) 


FOUNDRY SUPPLY HOUSES 


M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo. 

Combined Supply & Equipment Co., 
Inc., 215 Chandler St., 

Buffale 7, N. Y. 

Eastern Clay Products, Dept. 
International Minerals & Chemi 
cal Corp., 20 N. Wacker Drive, 
Chicago 6, Ill. 

Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O 

Foundries Materials Co., 
Coldwater. Mich 

Foundry Equipment & Supply Co 
2970 West Grand Blvd., 

Detroit 2, Mich. 

Pennsylvania Foundry Supply & 
Sand Co., Ashland & E. Lewis 
Sts., Philadelphia 24, Pa, 

Stevens, Inc., Frederic B., 

Detroit 16, Mich. 


FURNACES (Aluminum & Mag- 
nesium Billets) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 


Foundry Equipment Co, 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


FURNACES (Aluminum & Mag- 
nesium Forgings) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


FURNACES (Aluminum Melting) 
Ajax Engineering Corp., 

Trenton, N. J. 
Cambell-Hausfeld Co., Harrison, O 


Eclipse Fuel Engineering Co., 
711 So, Main St., Rockford, I1l 


FURNACES (Aluminum Rivet 
Heating) 


Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 


FURNACES (Annealing) 


Carl-Mayer Corp., 3030 Euclid Ave 
Cleveland 15, Ohio. 
Despatch Oven Co., 
Minneapolis 14 Minn. 
Eclipse Fuel Engineering Co., 
711 So, Main St., Rockford, Il 
Electric Furnace Co., West Wilson 
St., Salem, Ohio. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 
Holcroft & Company, 
6545 Epworth Bivd., 
Detroit 10, Mich. 
Johnston Mfg. Co., 
Minneapolis 13, Minn, 
Lindberg rsngineering Co., 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, Ill. 
Ohio Crankshaft Co., 3800 Harvard 
Road, Cleveland 1, Ohio. 
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®UBRNACES (Crucible Melting) 


Ajax Eltrothermic Corp., 
Trenton. N. o. 

Campbell-Hausfeld Co., 

300-320 Moore St., Harrison, O. 

Johnston Mfg. Co., 

Minneapolis 13, Minn, 

Lindberg Engineer.ng Co., Fisher 
furnace Div., 2450 West Hub- 
bard, Chicago 12, III. 

Stroman Furnace & Engineering Co., 
Div. of Peterson Oven Co., 9900 
Franklin Ave., Franklin Park, Il. 


FURNACES (Electric Melting) 


Ajax Electric Furnace Corp., 

46 Richmond St., 
Philadelphia 23, Pa. 

Ajax Electrothermic Corp., 
Trenton, N. 

Ajax Engineering Corp., 
Trenton, N. J. 

American Bridge Co., 
Pittsburgh 19, Pa. 

Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 

Bay City, Mich. 

Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


FURNACES (Gas or Oil Fired) 


Allis-Chalmers Mfg Co., 

Milwaukee 1, Wis. 
Campbell-Hausfeld Co., Harrison, O. 
Cari-Mayer Corp., 3030 Euclid Ave. 

Cleveland 15, Ohio. 

Eclipse Fuel Engineering Co. 

711 So. Main St., Rockford, 111. 
Electric Furnace Co., West Wilson 

St., Salem, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 
Johnston Mfg. Co., 

Minneapolis 13, Minn. 

Lanly Company, 750 Prospect Ave., 

Cleveland 15, Ohio. 

Lindberg Engineering Co., 

Fisher Furnaces Div., 

2450 West Hubbard, 

Chicago 12, Ill. 

Reda Pump Co., 

Bartlesviile, Okla. 

Stroman Furnace & Engineering Co., 

Div. of Peterson Oven Co.. 9900 

Franklin Ave., Franklin Park, III. 


FURNACES (Gray Iron Melting) 


American Bridge Co., 
Pittsburgh 19, Pa 

Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 

Bay City, Mich. 

Pittsburgh Lectromelt Furnace 
Curp., P.O, Box 1125, 
Pittsburgh Pa. 

Reda Pump Co., 
Rartlesville Oklahoma 

Whiting Corp., Harvey, III, 


FURNACES (Heat Treating) 


Ajax Electric Co., inc., 
Philadelphia 23, Pa 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Ill. 

Electric Furnace Co., West Wilson 
St. Salem, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 

Holcroft & Company, 
6545 Epworth Blvd., 
Detroit 10, Mich, 

Johnston Mfg. Co., 
Minneapolis 13, Minn. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, II. 


FURNAOES, HEAT TREATING 


(Electric) 


Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 


Ajax Flectrothermic Corp., 


Trenten, N. J. 


May 1952 


FURNACES, HEAT TREATING 
(Electric) (Cont’d,) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13. Ohio 
Ohio Crankshaft Co., 3800 Harvard 

Road, Cleveland 1, Ohio. 


FURNACES (Induction Heating) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1. Wis. 


FURNACES (Mellaeable Annealing; 


Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Electric Furnace Co., 
St., Salem, Ohio. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 

General Electric Co., 
Schenectady, N. Y. 

Holcroft & Company, 
6545 Epworth Blvd., 
Detroit 10, Mich. 

Lindberg Engineering Co., 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, Ill. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, III. 


West Wilson 


FURNACES (Malleable Melting) 

American Bridge Co., 
Pittsburgh 19, Pa. 

Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


FURNACES (Nonferrous Melting) 

Ajax Electrothermic Corp., 
Trenton, N., 

Ajax Engineering Corp., 

Trenton, N. J. 
Campbell-Hausfeld Co., Harrison, O. 
Detroit Electric Furnace Div, of 

Kuhlman Electric Co., 

Bay City, Mich. 

Eclipse Fuel Engineering Co., 

711 So. Main St., Rockford, Il] 
Johnston Mfg. Co., 

Minneapolis 13, Minn, 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, LI. 

Reda Pump Co., 

Bartlesville, Oklahoma 


Stroman Furnace & Engineering 
Co., Div. of Peterson Oven Co., 
9900 Franklin Ave., 

Franklin Park, IIl. 


FURNACES (Powdered Coal) 
Foundry Service and Equipment 
Corp., Markham, III. 


Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


FURNACES (Steel Melting) 

Ajax Electrothermic Corp., 
Trenton, N. J. 

American Bridge Co., 
Pittsburgh 19, Pa. 

Detroit Electric Furnace Div, of 
Kuhlman Electric Co., 
Bay City, Mich. 

Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 


Whiting Corp., Harvey, Il, 


FURNACE BLOWERS 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Campbell-Hausfeld Co., Harrison,O. 

Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa, 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, III. 

Roots-Connersville Blower Corp., 
Connersville, Ind. 


—When writing advertisers, 


FURNACE LININGS 

Campbell-Hausfeld Co., 
Harrison, O. 

Carborundum Co., 
Perth Ambcy, N. J. 

Electro Refractories & Abrasive 
Corp., Vars Bidg., Butfaiv «, .Y. 

Ironton Fire Brick Co., Ironton, O. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard. Chicago 12. Ill 

National Carbon Co, Div. Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 

Stroman Furnace & Engineering Co., 
Div. of Peterson Oven Co., 9900 
Franklin Ave., Franklin Park, III. 

Titanium Alloy Mfg. Div., National 
Lead Co., Hyde Park Blvd., 
Niagara Falls, N. Y. 

United States Graphite Co., 
Saginaw, Mich, 


GAGGERS 
Federal Foundry Supply Co., 
4600 E. 7ist St. Cleveland 5, O. 


Wadsworth Equipment Co., 


555 Lafollette St., Akron, Ohio. 
GANNISTER 
We-tern Materials Co., 


39 S. LaSalle St., Chicago, IIl. 


GAS (Oxygen, Acetylene, Industrial) 


Air Reduction Sales Co., 60 East 
42nd St... New York 17, N. Y. 
Linde Air Products Co., 30 E, 42nd 

St., New York 17, N, Y. 


GAS BURNERS 


Lindberg Engineering 
Fisher Furnace Div., 
Hubbard St., Chicago 


Co... 
2450 West 
12, Il. 


GENERATORS (Acetylene) 


Linde Air Products Cuw., 
30 E. 42nd St., 
New York 17, N. Y. 


GLOVES (industrial, Safety) 

American Optical Co., 
Southbridge, Mass 

M. A. Bell Co., 217 Lombard St., 
St. Louis 2, Mo 

Safety Clothing & Equipment Co., 
7016 Eucl.d Avenue, 
Cleveland 3, Ohio. 


United States Ruvver Co., 
4300 New Haven Ave., 
Ft. Wayne 4, ind 


GOGGLES and EYE PROTECTORS 


American Optical Co., 
Southbridge, Mass 
M. A. Bell Co., 217 Lombard 8t., 
St. Louis 2, Mo. 
B. F McDonald Co., 
5721 West 96th St., 
Los Angeles 34. 
Willson Products Inc., 


Calif. 
Reading, 


Pa. 
GOUGING TOOLS 


2614 Burwell St., 
Wash, 


Arcair Co., 
Bremerton, 


GRAPHITE 


Acheson Colloids Co., 
Port Huron Mich 

Asbury Graphite Mills, 
Asbury, N. J 

Joseph Wixon Crucible Co., 
Monmouth St., Jersey City, 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 

International Graphite & Electrode 
Corp... St. Marys. P% 

National Carbon Co, Div, Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 

Superior Flake Graphite Co., 

33 South Clark St., Chicago 3, Il. 

United States Graphite Co., 
Saginaw, Mich. 


N. J. 


GRAPHITIZER 
United States Graphite Co., 
Saginaw, Mich, 


GRINDERS (Electric Portable) 


Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17. N. Y. 

Independent Pneumatic Tool Co., 
Aurora, Ill. 


please mention FOUNDRY— 


GRINDERS (Electric Portable) 
(Cont'd.) 

Mall Tool Co., 
7720 So. Chicago Ave., 
Chicago 19, Ill. 

Max Mfg. Co., 138 Stockton Ave., 
San Jose 11, Calif. 


Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 
Standard Electrical Tool Co., 


2488 River Road, 
Cincinnati 4, Ohio. 


GRINDERS (Flexible Shaft) 


Mall Tool Co., 
7720 So. Chicago Ave., 
Chicago 19, II], 


GRINDERS (Hand) 
Chicago Wheel & Mfg. Co., 
1101 W. Monroe, Chicago 7, Ill 


GRINDERS (Pneumatic Portable) 


Chicago Pneumatic Tool Co., 6 East 


44th St., New York 17, N. Y. 
Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Tex. 


Independent Pneumatic Tool Co., 


Aurora, Ill. 

Master Pneumatic Tool Co., Inc., 
Orwell, Ohio. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio 

GRINDERS (Surface, Bench, Disc, 
Floor) 

Besly-Welles Corp., Beloit, Wis. 

Bradford Machine Tool Co., 
659 Evans St., Cincinnati, Ohio. 


Fox Grinders, Inc., Oliver Blidg., 
Pittsburgh 22, Pa. 

Independent Pneumatic Tool Co., 
Aurora, TI. 

Mall Tool Co., 7740 South Chicago 
Ave., Chicago 19, Ill. 

Standard Electrical Tool 
2488 River Road, 
Cincinnati 4, Ohio. 


Co 


GRINDERS (Swing Frame) 

Fox Grinders, Inc., Oliver Bldg., 
Pittsburgh 22, Pa. 

Mall Tool Co., 7740 South Chicago 
Ave., Chicago 19, lil. 


Products Co., 
Mich. 


Sutter 
Dearborn, 


GRINDING WHEELS—See ABRA- 
SIVE WHEELS 


GRINDING WHEEL DRESSERS 


Carborundum Co., 
Niagara Falls, N. Y. 

Desmond-Stephan Mfg, 
Urbana, O. 


Co., 


GRINDSTONES 

Cleveland Quarries Co., 1740 E. 12th 
St., Cleveland 14, Ohio 

Bay State Abrasive Products Co., 
Westboro, Mass. 

Sterling Grinding Wheel 
Cleveland Quarries Co., 
Tiffin, Ohio 


Division, 


GRIT (Abrasive) 


Alloy Metal Abrasive Co., 
Ann Arbor, Mich. 

American Steel Abrasives Co., 
Galion, O. 

American Wheelabrator 
ment Co., Mishawaka, 

Carborundum Co., 
Niagara Falls, N, Y. 

Clayton Sherman Abrasives Co., 
3896 Lonyo Rd., Detroit 10, Mich. 

Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio. 

Hickman-Williams & Co., Union 
Commerce Bldg., Cleveland 14, O. 

Metal Blast, Inc., 871 E. 67th St., 
Cleveland, Ohio, 

National Metal Abrasive Co., 
3560 Norton Ave., Cleveland 7, O. 


& Equip- 
Ind, 


Pangborn Corp., Hagerstown, Md. 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 
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HAMMERS 


Chicago Pneumatic Tool Co., 6 East 
44th St.. New York 17, N. Y 


(Chipping) 


Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, Ohio. 

Independent Pneumatic Tool Co 


Aurora, Ill. 

Joy Mfg. Co., Henry W. Oliver 
Bidg., Pittsburgh 22, Pa. 

Master Pneumatic Tool Co., Inc., 
Orwell, Ohio. 

Schramm Inc., West Chester, Pa 


HAMMERS (Soft Face) 
DoAll Co., Des Plaines, Ill 
HARDNESS TESTING EQUIP- 
MENT 
Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
Foxboro Company, Foxboro, Mass. 
Illinois Testing Laboratories, Inc. 
418 N. LaSalle 8t., 

Chicago 10, Ill 


HEAT CONTROL AND RECORD- 
ING DEVICES 


Claude 8. Gordon Co 
3000 So. Wallace, 
Chicago 16, Il. 

Lindberg Engineering Co., 
Fisher Furnace Div., 
2450 West Hubbard 
Chicago 12, Ill. 

Marshall Co., L. H., 
Columbus 1, O 


270 W. Lane, 


HEATERS (Gas, Oil, Electric) 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Carl-Mayer Corp., 3030 Euclid 


Ave., Cleveland 15, Ohio 
Foundry Equipment Co., 1831 Co- 

lumbus Rd., Cleveland 13, Ohio 
Lanly Co., 750 Prospect Ave., 


Cleveland 15, Ohio. 

J. O. Ross Engineering Corp 
444 Madison Ave., 
New York 17, N. Y 


HEATERS (High Frenquency Elec- 
tric) 

Ajax Electrothermic Corp., 
Trenton, N. J 

HEATERS (Indirect Fired) 

Carl-Mayer Corp., 3030 Euclid 


Ohio. 
1831 Co- 


Cleveland 15, 
Equipment Co., 


Ave., 
Foundry 


lumbus Rd., Cleveland 13, Ohio 
HEATERS (Space, Unit, Direct 
Fired) 


Dravo Corp., Neville Island, 
Pittsburgh 25, Pa. 

Drying Systems, Inc., 1800 W. Fos 
ter Ave., Chicago 40, III. 


HEATERS (Space, Unit, Oven, 
Water) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 


HELMETS (Blasting) 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 
American Optical Co., 
Southbridge, Mass 
B. F. McDonald Co., 
5721 West 96th St., 
Los Angeles 37, Calif. 
Pangborn Corp., Hagerstown, Md. 
Safety Clothing & Equipment Co., 
7016 Euclid Avenue, 
Cleveland 3, Ohio 
WwW. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 


HELMETS (Welding) 
American Optical Co., 
Southbridge, Mass. 


HOISTS (Air) 

Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Curtis Pneumatic Machinery Div. 
Curtis Mfg. Co., 1943 Kienlen 
Ave., St. Louis 20, Mo. 

Gardner-Denver Co., Quincy, II. 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y. 

Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22 Pa 
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HOISTS (Chain) 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Wright Hoist Div., 

American Chain & Cable Co., Inc., 
York, Pa. 


HOISTS (Electric) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Harnischfeger Corp., 4400 W. Na- 
tional Ave., Milwaukee 14, Wis. 

Joy Mfg. Co., Henry W. Oliver 
Blidg., Pittsburgh 22, Pa. 

Modern Enquipment Co., 

Port Washington, Wis. 

Shepard-Niles Crane & Hoist Corp., 
Montour Falls, N. Y. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Il. 

Wright Hoist Div., 

American Chain & Cable Co., Inc., 
York, Pa. 


HOISTS (Hand) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 


HOISTS (Skip) 

Beardsley & Piper Co., The, 
No. Cicero, Chicago 39, Il. 

Gardner-Denver Co., Quincy, III. 

Link Eelt Co., 300 W. Pershing 
Rd., Chicago 9, IU. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, I]. 

Newaygo Engineering Co., 
Newaygo, Mich, 

Robins Conveyors 
Robins Inc., 
Passaic, N. J. 

Whiting Corporation, 
15607 Lathrop Ave., Harvey, II) 


2424 


Div., Hewitt- 
270 Passaic Ave., 


HOODS (Shakeout, 
Cooling) 

Claude B. Schneible Co., 
Stephenson Bldg., Cass 
Blvd., Detroit 2, Mich 


Pouring & 
& Grand 


HOPPERS (Sand) 


Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich. 


HOSE (Air, Blasting, Water, Gas) 

Boston Woven Hose & Rubber Co., 
29 Hampshire, 

Cambridge 39, Mass. 
Gardner-Denver Co., Quincy, III. 
Goodyear Tire & Rubber Co., 

Akron 16, Ohio. 

Hewitt Rubber Div. Hewitt-Robins 
Div., Inc., 240 Kensington Ave., 
Buffalo 5, N. Y. 

Ingersoll-Rand Co., 

11 Broadway, New York 4, N. Y. 
Pangborn Corp., Hagerstown, Md. 
Raybestos-Manhattan, Inc., 

Manhattan Rubber Div., 

Passaic, N. J. 

Republic Rubber Division, Lee Rub- 
ber & Tire Corp., Youngstown, O. 

Schramm Inc., West Chester, Pa. 


HOSE FITTINGS 
Boston Woven Hose & Rubber Co., 
29 Hampshire, 
Cambridge 39, Mass. 
A. Schrader’s Son, 
417 Vanderbilt Ave., 
Brooklyn 17, N. Y. 


HOSE REELS 

A. Schrader’s Son, 
470 Vanderbilt Ave., 
Brooklyn 17, N. Y. 

HYDRAULIC CLEANING 
EQUIPMENT 

The Hydro-Blast Corp., 2550 N. 
Western Ave., Chicago 47, Illinois 

Pangborn Corp., Hagerstown, Md. 


HYDRO 
Pangborn Corp., 


FINISHING EQUIPMENT 
Hagerstown, Md. 


IDENTIFICATION PENCILS 
Markal Co., 3052 W. Carroll, 
Chicago 12, Il 


—When writing advertisers, 


ILLUMINATORS (X-Ray Films) 


Eastman Kodak Co., 
Rochester, N. Y. 

Picker X-Ray Corp., 25 S. Broad- 
way, White Plains, N. Y 


IMPREGNATING SYSTEMS 


Empire Varnish Co., 2636 E. 76th 
St., Cleveland 4, O. 


INDUSTRIAL ENGINEERING 
SERVICE 

Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 


INGOT MOLDS 

Acme Foundry Co., 
Detroit 16, Mich. 

National Carbon Co., Div, Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 


INGOTS (Magnesium) 
Christiansen Corp., 1515 No. 
patrick, Chicago 


Kil- 


INGOTS (Nonferrous) 
Aluminum Company of America, 
Pittsburgh, Pa. 
Apex Smelting Co., 2537 West 
Taylor St., Chicago 12, Ill. 
Belmont Smelting & Refining Works, 
330 Belmont Ave., Brooklyn, N.Y. 
Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, IH. 
Federated Metals Div. of American 
Smelting and Refining Co., 
120 Broadway, New York 5. 
Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N. Y 
International Nickel Co., Inc., 
67 Wall St., New York City 5. 
Kaiser Aluminum & Chemical Corp., 
Kaiser Bldg., Oakland, Calif. 
R. Lavin & Sons Inc., 
3426 Se. Kedzie Ave., 
Chicago 23, Il. 
Sonken-Galamba Corp., 
Kansas City 18. Kansas. 
Western Metal Co., 3201 So 
Ave., Chicago 23, 11}. 


Kedzie 


INOCULANTS 
Carborundum Co., 
Perth Amboy, N. J. 
United States Graphite Co., 
Saginaw, Mich. 


IRON CEMENT 

Clark Cast Steel Cement Co., 
P.O. Box 21, Wilmington, Del 

Smooth-On Mfg. Co., 570 Communi- 
paw Ave., Jersey City 4, N. J 


IRON ORE 
Pickands, Mather & Co., 
Cleveland 14, O 


IRON OXIDES 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, II 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
Tamms Industries Inc., 
228 N. LaSalle St., 
Chicago 1, Ill. 


JACKETS (Mold) 
Adams Co., Dubuque, Iowa. 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ih. 
Fremont Flask Co., Fremont, O. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich 


LABORATORY EQUIPMENT 
(Chemical) 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 


LABORATORY EQUIPMENT 
(Physical) 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 

Claude S. Gordon Co., 3000 So. 
Wallace, Chicago 16, Ill. 

National Engineering Co., 549 W. 
Washington St., Chicago 6. Il. 

National Forge & Ordnance Co., 
Irvine, Warren Co., Pa. 

Norton Co., Worcester 6, Mass 


LADLES 
Industrial Equipment Co., 
Minster, O. 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich 
Modern Equipment Co., 
Port Washington, Wis. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich. 
Whiting Corp., 
15607 Lathrep Ave., Harvey, Ill 


please mention FOUNDRY-- 


LADLE LININGS 


General Refractories Co., 1520 
Locust St., Philadelphia 2, Pa. 

Harbison-Walker Refractories Co 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

{ronton Fire Brick Co., 
Ironton, Ohio. 

Johns-Manville, 
New York 16, N. Y. 

United States Graphite Co., 
Saginaw, Mich. 


22 East 40th St 


LEAD 

Federated Metals Div., Americar 
Smelting and Refining Ce., 
120 Broadway, New York 5 


LEGGINGS (Safety) 

Safety Clothing & Equipment Co 
7016 Euclid Avenue, 
Cleveland 3, Ohio. 


LIFT TRUCKS 

Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich 

Frank G. Hough Co., 
Libertyville, Ml. 

Ready Power Co., 3826 Grand River 
Avenue, Detroit 8, Michigan, 

Towmotor Corp., 1226 Bast 152nd 
St., Cleveland 10, Ohio 


LINSEED O1L 
Hercules Powder Co., 
Wilmington 99, Del. 


LOADERS 

Clearfield Machine Co., 
Clearfield, Pa. : 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 


LOADERS (Tractor-Mounted) 
Frank G. Hough Co., 
Libertyville, Ill. 


LUBRICANTS (Industrial) 
Acheson Colloids Co., 
Port Huron, Mich. 

Smith Oil & Refining Co., 
1102 Kilburn Ave., 
Rockford, 111. 

United Oil Mfg, Co., 

Erie, Pa. 

United States Graphite Cce., 

Saginaw, Mich. 


MACHINE KEYS 
Standard Horse Nail Corp 
New Brighton, Pa. 


MACHINERY MOUNTING PADS 
Fabreeka Products, Inc., 
222 B Summer St., Boston, Mass 


MAGNESIUM (Ingots) : 

Apex Smelting Co., 2537 West 
Taylor St., Chicago 12, Ill. 

Federated Metals Division of Amer 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N.Y 


MAGNET CONTROLLERS | 
Ohio Electric Mfg. Co., 5906 Mau 
rice Ave., Cleveland, Ohio 


MAGNETS : 
Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis 

Ohio Electric Mfg. Co., 5906 Mau 
rice Ave., Cleveland, Ohio. 
Stearns Magnetic Mfg. Co., 662 
S. 28th St.. Milwaukee 4. Wis 
Stearns Magnetic Inc., 650 Sout! 
28th St., Milwaukee 46, Wis 


MARKING CRAYONS 
Markal Co., 3052 W. Carroll 
Chicago 12, IIl. 


MATCH PLATE METAL 

Federated Metals Division of Amet 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N.Y 


) JHPLATES ie 
pyre Match Plate Co., 1847 Ww 
Carroll St., Chicago, Il. 
Central ~— Co., 
incy, Ill. : 
cae Foundry & Machine Co 
2424 N. Cicero, Chicago 39, Ill 
City Pattern Foundry & Machin¢ 
Co., 1165 —" 
Yetroit 11, ich, ; 
snes Flask Co., 3431 W. 140th St 
Cleveland 11, Ohio. 
Plaster Process Castings Co., 
6922 Carnegie Ave., 
Cleveland 3, O. - 
Pressure Cast Products Co., 102: 
Vermont Av-., Detroit 16, Mich. 
Pressure Match Plate Co., 1013 
Front St,. Philadelphia 23, Pa 
Scientific Cast Products Corp., 
1388-92 FE, 40th St., 
Cleveland 3. O. 
Arthur E. Wilh, 


643 West 11th St., Erie, Pa 


FOUNDR' 
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MATERIALS HANDLING EQUIPT. 


Frank G. Hough Co., 
Libertyville. IN. 

Penn Iron Works, Inc., 
Reading, Pa. 

Youngstown Steel Door Co., 
Superior Arcade, Cleveland, 

Whiting Corp., Harvey, IIl 


Euclid- 
Ohio 


MECHANICAL ENGINEERS 


Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich 


MELTING POTS 


Acme Foundry Co., Detroit 16 
Mich. 


METAL CLEANING EQUIPMENT 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Pangborn Corp., Hagerstown, Md. 


METALLOGRAPHIC EQUIPMENT 
Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
General Electric Co., X-Ray Dept., 
4855 Electric Ave., 
Milwaukee 14, Wis. 


METALLURGICAL CHEMISTS 
Chas. C, Kawin Co., 431 8S. Dear- 
born St., Chicago 5, Ill 


METALLURGISTS 
Crobaugh Co., Frank L., 
1426 West Third St., 
Cleveland 13, Ohio. 


METERS (Gas, Air, Water) 
Illinois Testing Laboratories, Inc 
418 N. LaSalle St., 
Chicago 10, Ill. 
Roots-Connersville Blower Corp 
Connersville, Ind. 


(Core Oil) 
1300 Creighton Ave. E 
Indiana 


METERS 
3owser Inc., 
Fort Wayne 2, 


MIXERS (Core Wash) 

Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 

Multiplex Machinery Corp., 
Elmore, Ohio 


MIXERS (Sand and Clay) 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit 8t., 
Mishawaka, Ind. 

Beardsley & Piper Co., The, 2424 
No. Cicero, Chicago 39, Ml. 

Blystone Divisien, Standard Sand & 
Machine Co., 549 W. Washington 
Blvd., Chicago 6, Il. 

Clearfield Machine Co., 
Clearfield, Pa. 

Construction Machinery Co., 
Waterloo, Iowa. 

Federal Foundry Supply Co., 4600 
E. 71st St., Cleveland 5, Ohio. 

Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O., 

Multiplex Machinery Corp., 
Elmore, Ohio. 

National Engineering Co., 549 W 
Washington 8t., Chicago 6, Ill. 

Posey Iron Works, Inc., 
Lancaster, Pa. 

Royer Foundry & Machine Co., 
Kingston, Pa. 


MOLD CONVEYORS 

Bartlett & Snow, C. O., Co., 6201 
Harvard Ave., Cleveland 5, O. 

Beardsley & Piper Co., The, 2424 
No. Cicero, Chicago 39, Il. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O. 

Link-Belt Co., 300 W. Pershing Rd 
Chicago 9, Il. 

Logan Co., 580 Cabel. 
Louisville, Ky. 

Mathews Conveyer Co., 
Ellwood City, Pa. 

National Engineering Co., 549 W 
Washington St., Chicago 6, Il 

Newago Engineering Co., 
Newago, Mich, 


MOLD OVENS and DRYERS 
Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Drying Systems, Inc., 1800 W. Fos- 
ter Ave., Chieago 40, Il. 
Despatch Oven Co., 
Minneapolis 14, Minn 


May 1952 


MOLD OVENS AND DRYERS 
(Cont’d.) 


Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, O. 
Lanly Company, 750 Prospect Ave 

Cleveland 15, O 


J. O. Ross Engineering Corp., 
444 Madison Ave., 
New York 17, N. Y. 


MOLD TRUCKS (Power Operated) 


Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich 


MOLD WASH 
Acheson Colloids Co 
Port Huron, Mich. 
M. A. Bell Co., 217 Lombard St 
St. Louis 2, Mo. 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5. () 
Foundry Services, Inc., 280 Madison 


Avenue, New York 16, N. Y., 
National Carbon Co., Div. Union 
Carbide & Carbon Corp., 30 E. 


42nd St., New York 17, N. Y. 
Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16. Mich. 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 8, Ill 
United States Graphite Co., 
Saginaw, Mich. 


MOLDERS’ TOOLS 


Monk Tool Co., Geneva, Illinois 


MOLDING MACHINE MOUNTING 
PADS 
Fabreeka Products, Inc., 


222 B Summer St., Boston, Mass 


MOLDING MACHINES 
Adams Co., Dubuque, Iowa 
Beardsley & Piper Co., The, 
2424 N. Cicero. Chicago 39, Ill 
Berkshire Mfg. Co., 
1111 Power Ave., 
Cleveland 14, Ohio 
Champion Foundry & Machine Co 
2424 N. Cicero, Chicago 39, IIl. 
Daverport Machine & Foundry Co 
Davenport, lowa. 
Herman Pneumatic Machine Co 
Union Bank Bidg., 
Pittsburgh 22, Pa. 
International Molding Machine Co 
LaGrange Park, 111. 
Johnston & Jennings Div., 
Pettibone-Mulliken Corp., 
2424 No. Oicero Ave., 
Chicago 39, Ill. 
Milwaukee Foundry Equipment Div 


Spo Inc., 3328 W. Pierce St., 
Milwaukee 4, Wis. 
Nicholls, Wm. H., Co., Richmond 


Hill, Long Island 18, N. Y. 
Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 
S. P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O 
Sutter Products Co., 
Dearborn, Mich. 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa 


MOLDING MACHINES (Jolt) 

Adams Co., Dubuque, Iowa. 

Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Ill. 

Davenport Machine & Foundry Co., 
Davenport, Iowa. 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 

Pittsburgh 22, Pa. 

International Molding Machine Co., 
LaGrange Park, Ill. 

Johnston & Jennings Div., 
Pettibone-Mulliken Corp., 

2424 No. Cicero Ave., 
Ghicago 39, Ll. 

Milwaukee Foundry Equipment Div., 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis 

Nicholls, Wm. H., Co., Richmond 
Hill, Long Island 18, N. Y. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14. O. 

S. P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


MOLDING MACHINES (Rollover) 
Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Il 
Davenport Machine & Foundry Co., 
Davenport, lowa. 

Herman Pneumatic Machine Co., 
Union Bank Bldg., 
Pittsburgh 22, Pa 

International Molding Machine Co., 
LaGrange Park, Ill 


—When writing advertisers 


MOLDING MACHINES (Rollover) 
(Cont’d) 


Johnston & Jennings Div., 
Pettibone-Mulliken Corp., 

2424 No. Cicero Ave., 
Chicago 39, IN. 

Milwaukee Foundry Equipment Div 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis. 

Nicholls, Wm. H., Co., Richmond 
Hill, Long Island 18, N. Y. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

S. P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O 

Sutter Products Co., 

Dearborn, Mich. 

Tabor Mfg. Co., 6225 Tacony St 

Philadelphia 35, Pa. 


MOLDING MACHINES (Squeeze) 

Adams Co., Dubuque, Iowa. 

Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Ill 

Davenport Machine & Foundry Co., 
Davenport, Iowa. 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 

Pittsburgh 22, Pa. 

International Molding Machine Co., 
LaGrange Park, Ill. 

Johnston & Jennings Div., 
Pettibone-Mulliken Corp 
2424 No. Cicero Ave., 

Chicago 39, Ill. 

Milwaukee Foundry Equipment Div., 
Spo Inc., 3328 Pierce St., 
Milwaukee 4, Wis. 

Nicholls, Wm. H., Co., Richmond 
Hill, Long Island 18, N. Y. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, Ohio. 

S. P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O. 
Tabor Mfg. Co., 6225 Tacony 8t., 

Philadelphia 35, Pa. 


MOLDING SANDS 
American Silica Sand Co., 
Life Bldg., Ottawa, IL. 

Foundries Materials Co., 
Coldwater, Mich 

Great Lakes Foundry Sand Co., 
United Artists Bldg., 
Detroit 26, Mich. 

Orefraction Inc., 7425 Thomas St., 
Pittsburgh 8, Pa. 

Ottawa Silica Co., Ottawa, III. 

Pennsylvania Glass Sand Corp., 
First National Bank Bldg., 
Pittsburgh 22, Pa 

Sargent Sand Co., 2840 Bay Road 
Saginaw, Mich 

Wedron Silica Co., 
St., Chicago, Ill 


Central 


38 So. Dearborn 


MOLYBDENUM 
Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


MONOGRAMS & TRADE MARKS 
H. P. Maughlin Co., 953 Ingleside 
Ave., Columbus, Ohio 


MONORAIL SYSTEMS 
American Monorail Co., 
13104 Athens Ave., 

Cleveland 7, O. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe. O. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Il. 

Modern Equipment Co., 

Port Washington. Wis 

Whiting Corp., Harvey, Ill 


MOTORS (Electric) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Baldor Electric Co., 
325 West Huron 8t., 
Chicago 10, Ill 

Fairbanks, Morse & Co., 
600 So. Michigan Ave 
Chicago 5, Ill. 

Ohio Electric Mfg. Co., 5906 
Maurice Ave., Cleveland, Ohio 


MOUNTING PADS, MOLDING & 
SHAKEOUT MACHINES 
Fabreeka Products, Inc., 
222 B Summer S8t., Boston, 


NAILS (Chill) 

Crescent Brass & Pin Co., 5766 
Trumbull Ave., Detroit, Mich. 
Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4, Ohio 
Standard Horse Nail Corp 

New Brighton, Pa 


NICKEL 
International Nickel Co., Inc. 
67 Wall St., New York City 5 


please mention FouNDRY— 


Mass. 


NITROGEN 

Air Reduction Sales Co., 
60 East 42nd St., 
New York 17, N. Y. 

Linde Air Products Co., 30 E. 42nd 
St., New York 17, N. Y. 


NOZZLES (Blasting) 

Alloy Metal Abrasives Co., 311 W 
Huron St., Ann Arbor, Mich. 
American Wheelabrator & Equip- 

ment Co., 505 8. Byrkit St., 

Mishawaka, Ind. 

Davenport Machine & Foundry Co., 

Davenport, Iowa. 

Federal Foundry Supply Co., 

4600 E, 71st St., Cleveland 5, O 
Norton Co., Worcester 6, Mass. 
Pangborn Corp., Hagerstown, Md 
W. W. Sly Mfg. Co., 4753 Train 

Ave., Cleveland 2, Ohlo. 


OIL BURNERS 
Hauck Manufacturing Co., 

106 Tenth St., Brooklyn 15, N. Y 
Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 

bard, Chicago 12, Ml. 
Stroman Furnace & Engineering Co 
Div. of Peterson Oven Co., 
9900 Franklin Ave., 
Franklin Park, Il. 


OPEN HEARTH DOORS 


Wm. M. Bailey Co., 
Pittsburgh 16, Pa 


OVENS (Annealing and Heat 
Treating) 

Cari-Maver Corp., 3030 Euclid Ave 
Clev.tand 15. Gimeo 

Despate’ Oven Co. 
Minneapolis 14, Minn. 

Electric Furnace Co., West Wilson 
St., Salem, Ohio. 

Foundry Equipment Co., 
1831 Columbus Rd., 
Cleveland 13, Ohio. 

Lanly Company, 750 Prospect 
Cleveland 15, O 

Lindberg Engineering Co 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, J. 

Peters-Dalton Inc., 
Detroit 12, Mich 

Whiting Corp., 
15607 Lathrop Ave., 


Ave 


17900 Ryan Rd 


Harvey, Il 


OVENS (Core) (See CORE OVENS) 

OVENS (Enameling, Japanning) 

Carl-Mayer Corp., 3030 Euclid Ave 
Cleveland 15, Ohio. 

Despatch Oven Co., 


Minneapolis 14. Minn. 
Detroit Sheet Metal Works, 

1300 Oakman Blvd., Detroit, Mich 
Foundry Equipment Co., 1831 Co- 


lumbus Rd., Cleveland 13, Ohio 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio 
Lanly Co., 750 Prospect Ave 
Cleveland 15. Ohio. 

Michigan Oven Co., 4544 Grand 
River Ave., Detroit 8, Mich 
Peters-Dalton Inc., 17900 Ryan Rd 

Detroit 12, Mich. 


OVENS (Mold) 
Detroit Sheet Metal Works 
1300 Oakman Blvd., Detroit, Mich 


OVENS (Mold Drying) 
Carl-Mayer Corp., 3030 Euclid Ave 
Cleveland 15, Ohio. 
Despatch Oven Co., 
Minneapolis 14, Minn. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio 
Lanly Co., 750 Prospect Ave., 
Cleveland 15, Ohio. 
Michigan Oven Co., 
River Ave., Detroit 8, 


4500 Grand 
Mich. 


OXYGEN 

Air Reduction Sales Co., 60 East 
42nd St.. New York 17, N. Y 

Linde Air Products Co., 30 E. 42nd 
St., New York 17, N. Y. 


PAINTS (Graphite) 
Joseph Dixon Crucible Co., 
Monmouth S8t., Jersey City, N. J 


PARTING COMPOUND (Silicone) 
Dow Corning Corp., 
Midland, Mich 


PARTING COMPOUNDS 

Acheson Colloids Co., 
Port Huron, Mich 

Delta Oil Products Co., 
Milwaukee 9, Wis. 


397 








PARTING COMPOUNDS (Cont’d.) 


Federal Foundry Supply Co., 

46uu E, (ist St., Cleveland 5, O. 
E. F. Houghton Co., 303 W, Lehigh 

Ave thilad lpina 36, ta 
Pennsylvania Pulverizing Co., 

First National Bank bldg., 

Pitt-burgh 22, Pa. 
Smith Oil « Ketining Co., 

1102 Kilburn Ave., Rockford, Ill. 
Frederic B. Stevens, luc., 

Detroit 16, Mich, 
Superior Flake Graphite Co., 

33 South Clark St., Chicago 3, Ill. 
Tamms industries inc., 

228 N. LaSalle St., Chicago 1, Ill. 


PATTERN COATINGS 
Acheson Colloids Co., 
Port Hurou, Mich 
American Lacquer Solvents Co., 
Phoenixville, Pa 


McDougall-Butler Co., 2929 Main 
St., Buifalo 14, N. Y. 
PMS Co., 1401 Power Ave., 


Cleveland 14, Ohio. 
Wellman Products Co., 
St., Cleveland 3, 


1444 E, 49th 
Ohio. 


PATTERN COATING 
Foundry Rubber Inc., 
Bethesda, Maryland, 


(Rubber) 


PATTERN COMPOUND 
Pressure Cast Products Co., 1028 
Vermont Ave., Detroit 16, Mich. 
Tamms Industries Inc., 
228 N. LaSalle St., Chicago 1, IN. 


PATTERN LETTERS 

Freeman Supply Co. 
1152 East Broadway, 
Toledo, Ohio. 


H. P. Maughlin Co., 953 Ingleside 
Ave., Columbus, Ohio 

Wellman Products Co., 1444 E. 49th 
St., Cleveland 3, Ohio. 


PATTERN LUMBER 
Dougherty Lumber Co., 
Cleveland 5, O. 
Freeman Supply Co., 
1152 East Broadway, 
Toledo, Ohio. 
Rietz Lumber Co., 1810 N. Central 
Park Ave., Chicago, Il. 


PATTERN METAL 

Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway. New York 5. N. Y. 

Niagara Falls Smelting & Refining 
Div., Continental-Copper & Steel 
Indu-tries Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, New York. 


PATTERN PLATES 

Accurate Match Plate Co., 1847 W. 
Carroll St., Chicago, TI] 

Buffalo Pattern Works, 830 Hertel 


Ave.. Buffalo, N. ¥ 
Central Pattern Co., Quincy, Il. 
City Pattern Foundry & Machine 


Co., 1165 Harper, 
Detroit 11, Mich. 
Freeman Supply Co., 
1152 East Broadway, 
Toledo, Ohio. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 
Plaster Process Castings Co., 
#922 Carnegie Ave... Cleveland 3 
PMS Co., 1701 Power Ave., 
Cleveland 14, Ohio. 
Pressure Match Plate Co., 1013 N 
Front St,. Philadelphia 23, Pa. 
Scientific Cast Products Corp., 
1388-92 E. 40th St., 
Cleveland 3. O. 
Wellman Products Co., 1444 E. 49th 
St., Cleveland 3, Ohio. 
Arthur E, Will, 
643 West llth St., Erie, Pa. 


PATTERN SHOP EQUIPMENT 
Do All Company, Des Plaines, III. 
Freeman Supply Co., 

1152 East Broadway, 

Toledo, Ohio. 

Milwaukee Leather Belting Co., 
1114 No. Water St., 
Milwaukee, Wis. 

Oliver Machinery Company, 
Grand Rapids 2. Mich 

Wellman Products Co., 1444 E. 49th 
St., Cleveland 3, Ohio. 


PATTERNS (Plastic) 
Central Pattern Co., 
Quincy, II}. 


PATTERNS (Wood, Metal) 

Accurate Match Plate Cc., 1847 W. 
Carroll St., Chicago, Il. 

Anderson Pattern Inc., 
Muskegon Heights, Mich. 

Buffalo Pattern Works, 830 Hertel 
Ave., Buffalo N. Y. 
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PATTERNS (Wood, Metal) 


(Cont’d.) 


Central Pattern Co., 
Quincey, Ill. 

Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Ill. 
City Pattern Foundry & Machine 

Co., 1165 Harper, 
Detroit 11, Much, 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohno. 
Howard Foundry Co., 
1700 N. Kostner, Chicago 39, Ill. 
Industria] Pattern Works, 2621 West 
Belmont Ave., Chicago 18, Illinois. 
Pressure Cast Products Co., 1028 
Vermont aAve., Detroit 16, Mich. 
S.P.O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O. 
Wellman Bronze & Aluminum Co., 
2525 E. 93rd St., Cleveland 4, O. 
Arthur E, Will, 
643 West 11th St., Erle, Pa. 


PERMANENT MOLDS 

Centrifugal Casting Machine Co., 
Tulsa, Okla. 

National Carbon Co., Div, Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 


PERMANENT MOLD CASTING 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, Il. 


PHOSPHOR COPPER 


Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broudway, New York 5, N.Y. 

Niagara Falls Smelting & Refining 
Div., Continental-Copper & Steel 
Indu tries Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, New York. 


PHOTOGRAPHIC EQUIPMENT 
Eastman Kodak Co., 
Rochester, N. Y. 
General Electric Co., 
4555 Electric Ave., 
Milwaukee 14, Wis. 


X-Ray Dept., 


PHOTOGRAPHY (Industrial) 


Eastman Kodak Co., 
Rochester, N, Y. 


PIG CASTING MACHINES 
Wm. M. Bailey Co., 
Pittsburgh 16, Pa. 


PIG IRON 
Debevoi_e-Anderson Co., 
24¥0 Madison Ave., 
New York 17, N. Y 

Hickman-Wiliams & Co., 
Union Commerce Blidg., 
Cleveland 14, 

Jacksun Lron & Steel Co., 
Jackson, Ohio. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, lowa,. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, I. 

Pickands, Mather & Co., 
Cleveland 14, O. 

Pittsburgh Coke & Chemical Co., 
Pittsburgh 19, Pa, 

Republic Steel Corg., 3100 E, 45th 
St., Cieveland 4, Ohio. 

Woodward fron Co., 
Woodwara, Ala. 


PIG IRON (Silvery) 

Jackson Iron & Steel Co., 
Jackson, O. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, Iowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Ill 


PINS (Flask) 
Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 3, Mo. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N.E., Canton 5, Ohio. 

Sterling Wheelbarrow Co., 7100 W. 
Wolker St., M'lwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
biv., 6100 Truscon Ave., 
Cleveland, Ohio. 

Universal Engineering Co., 
Frankenmuth, Mich. 


PISTON RINGS 

National Carbon Co., Div. Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 


PISTON RINGS (for Molding Ma- 
chines, Compressors, etc.) 


Nicholls, Wm. H., Co., Richmond 
Hill, Long Island 18, N. Y. 


—When writing advertisers, 


PLANT ENGINEERING SERVICE 
Giffels & Vallet, Inc., 
Marquette Bidg., Detroit, Mich. 


Lester B, Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 


PLATES (Bottom) 


Adams Co., Dubuque, Iowa. 


Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 3, Mo. 

Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, III. 

Shanafelt Mfg. Co., Canton, Ohio 


Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


PLATES (Core Drying) 

Black, Sivalls & Bryson, Inc., 7500 
E. 12th St., Kansas City 3, Mo. 
Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Il. 
Christiansen Corp., 1515 No. Kil- 

patrick, Chicago 51, Il. 
Johns-Manville, 22 East 40th St., 
New York 16. 


PLUMBAGO 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 
Frederic B. Stevens, Inc. 
Detroit 16. Mich. 
Superior Flake Graphite Co., 
33 South Clark St., Chicago 3, IIl. 
United States Graphite Co., 
Saginaw, Mich. 


PNEUMATIC TOOLS 

Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Ro'ler Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, Ohio. 

Jardner-Denver Co., 

Independent Pneumatic Tool 
Aurora, IIl. 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y 

Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 

Master Pneumatic Tool Co., Inc., 
Orwell, Ohio. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 

Schramm Inc., West Chester, Pa. 


Quincy, Il. 
Co., 


POLISHING MACHINES 


Bradford Machine Tool Co., 
659 Evans St., Cincinnati, Ohio. 


POURING DEVICES 

Industrial Equipment Co., 
Minster, Ohio. 

Modern Equipment Co., 
Port Washington, Wis. 


Whiting Corp., 15607 Lathrop Ave., 
Harvey, IIl. 


PRECIPITATION (Liquid) 


Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 


PRESSER BOARDS 


Adams Co., Dubuque, Iowa, ...... 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 

Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, Ml. 


PRESSURE RECORDERS 


Foxboro Company, Foxboro, Mass. 


PROTECTIVE MATERIALS 
(X-Ray) 

General Electric Co., X-Ray Dept., 
4855 Electric Ave., 
Milwaukee 14, Wis. 

Picker X-Ray Corp., 25 S. 
way, White Plains, N. Y. 


Broad- 
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PULLEYS (Magnetic) 


Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis. 

Homer Mfg. Co., Lima, Ohio. 

Stearns Magnetic Mfg. Co., 662 S. 
28th St., Milwaukee 4, Wis. 

Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis. 


PUMPS 

Construction Machinery Co., 
Waterloo, Iowa. 

Gardner-Denver Co., Quincy, IIl. 

Worthington Pump & Machinery 
Co., Harrison, N. 


PUMPS (Dry, Vacuum) 

Allis Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Fuller Company, Catasauqua, Pa. 

Roots-Connersville Blower Corp., 
Connersville, Ind. 


PUMPS, OIL (Core and Mold) 


Wilkinson Equipment Supply Corp., 
6958 Wentworth Ave., 
Chicago 21, Ill. 


PURIFIERS 


Cleveland Flux Co., 
Cleveland 13, O. 


1026 Main St., 


PUSH-OFF MACHINES 
Beardsley & Piper Co., 
2424 N. Cicero, Chicago 39, III. 
Champion Foundry & Machine Co. 
2424 N. Cicero, Chicago 39, IIl. 
International Molding Machine Co., 
LaGrange Park, IIl. 

Milwaukee Foundry Equipment Div 
Spo Inc., 3238 W. Pierce St., 
Milwaukee 4, Wis. 


PUTTY (Foundry) 


Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 


PYROMETERS 

Elematic Equipment Corp., 
1150 W. Marquette, 
Chicago 2, Ill. 

Foxboro Company, Foxboro, Mass 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detrcit 4, Mich. 

Claude S. Gordon Co., 

3000 So. Wallace, 
Chicago 16, Ill. 

Illinois Testing Laboratories, Inc., 
418 N. LaSalle St., 
Chicago 10, Ill. 

Marshall Co., L. H., 
Columbus 1, O. 

Pyrometer Instrument Co., 
Bergenfield, N. J. 


270 W. Lane 


PYROMETERS (Immersion) 
Pyrometer Instrument Co., 
Bergenfield, N. J 


PYROMETERS (Optical) 
Pyrometer Instrument Co., 
Bergenfield, N. J. 


RACKS (Core Ovens) 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 

Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 


RADIOGRAPHY (Industrial) 
Eastman Kodak Co., 
Rochester, N. Y. 
Radium Chemicai Co., Inc., 
161 East 42nd St., 
New York 17, N. Y. 
Tracerlab, Inc., 130 High Street, 
Boston 10, Mass, 


RADIUM 

Radium Chemical Co., Inc., 
161 East 42nd St., 
New York 17, N. Y. 


REFRACTORIES 
Babcock & Wilcox Co., 85 Libert 
St., New York 6, N. Y. 
Carborundum Co., 
Niagara Falls, N. Y. 
Carborundum Co., 
Perth Amboy, N. J. 
Cleveland Quarries Co., 1740 E. 
12th St., Cleveland 14, O. 


FOUNDRY 
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REFRACTORIES (Cont’d.) 


Joseph Dixon Crucible Co., 
Moumouth St., Jersey City, N. J. 

Hastern Clay Products Dept., 
Internat.onual Minerals & Cnemical 
Corp., 20 N. Wacker Dr., 
Chicago 6, Ill, 

Electro xefraciuvries & Abrasive 
Corp., Vars Bidg., Buffalo 2, N.Y. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bldg., 
Pitisburgh 22, Pa. 

Irontun Fire Brick Co., lronton, O. 

Keystone Refractories Co., 
120 Liberty St., 
New iork 6, N. Y. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Ill. 


National Carbon Co., Div. Union 
Carbide & Carbon Corp., 30 E. 
42nd St., New York 17, N. Y. 


Norton Cu., Worcester 6, Mass. 

Pennsylvania Foundry Supply & 
Sand Co., Ashland & E, Lewis 
Sts., Philadelphia 24, Pa, 

Richard C. Renimey Son Co., 
Hedley St. & Delaware River, 
rbh.iadelphia 37, Pa, 

F.edezic B. Stevens, Inc., 
23th St. & Vernor Highway, 
Detroit lo Mich. 

Titanium Ailoy Mfg. Div., National 
Lead Co., Hyde Park Blvd., 
Niagara Falls, N. Y. 

United States Graphite Co., 
Saginaw, Mich. 


REGULATORS (Gas or Oil) 
The North American Mfg. Co., 
4455 E. 71st St., 
Cleveland 4, Ohio. 


RESIN (Shell Mold) 

Bakelite Corp., 300 Madison Ave., 
New York 17, N, Y. 

Durez Plastics & Chemicals Inc., 
North Tonawanda, N. Y. 

General Electric Co., 
Pittsfield, Mass. 

Hercules Powder Co., 
Wilmington 99, Del. 

Monsanto Chemical Co., 
1700 S. 2nd St., St. Louis 4, Mo. 


RESPIRATORS 
Wilson Products Inc., 


RIDDLES (Electric) 
Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, IIl. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 
Foundry Supplies & Mfg. Co., 
2221 Orchard St., Chicago 14, II. 
Great Western Mfg. Co., 
Leavenworth, Kans. 


Reading, Pa. 


RIDDLES (Hand) 

Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich. 


RISER COMPOUNDS 
Foundry Services, Inc., 
280 Madison Avenue, 
New York 16, N. Y 


ROD DIP 
Smith Oil & Refining Co., 
burn Ave., Rockford, III. 


ROD STRAIGHTENERS 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 


ROLLER-HEARTH FURNACES 
(Electric Annealing) 

General Electric Co., 
Schenectady, N. Y. 

Holcroft & Company, 
6545 Epworth Blivd., 
Detroit 10, Mich, 


ROLLERS (Conveyor) 
Transall Inc., 109 11th St., 
Birmingham 4, Ala, 


RUBBER LINING MATERIAL 
(Abrasive Resisting) 
Pangborn Corp., Hagerstown, Md. 


SAFETY CLOTHING 
American Optical Co., 
Southbridge, Mass. 
B. F. McDonald Co., 

1721 West 96th St., 

Los Angeles 37, Calif. 
Pangborn Corp., Hagerstown, Md. 
Safety Clothing & Equipment Co., 

7016 Euclid Avenue, 

Cleveland 3, Ohio. 


1102 Kil- 


North, 


SALT & SALT TABLETS 
U. S. Safety Service Co., 1215 
McGee St., Kansas City 6, Mo. 


May 1952 


SAND (Core Molding) 


Pennsylvania Foundry Supply & 
Saud Co., Asuland & &, Lewis 
S.s., Pniladelpma 24, Pa, 


SAND (Core, Molding, 
Auuciicaéu Silica Sauu Cv.,, 
Liie Bidg., Ullawa, Ll, 

Ayers Mineral Co., 
wduewVilie, ON.O. 

Carpenter Bruvuers, Inc., 606 West 
Wiccuusin, Miwaukee 3, Wis. 

Great Lakes Fuuudry Sand Co., 
Lisicd Arusis blidg., 

Detroit 26, Mich, 

Nugent Sand Co., Muskegon, Mich. 

Oreiraction inc., 7420 Thomas St., 
Pittsburgh 5, Pa, 

Onuwa Suica Co., 

Uilawa, All, 

Pangvorn Corp., Hagerstown, Md. 

Penusylvania Glass Sand Corp., 
birst National Bauk bldg., 
Pitisburgh 22, Pa 

Producers Core’ Sand Corp., 
Michigan City, iud, 

Sargent Sand Co., 2540 Bay Road, 
Saginaw, Mich. 

Titauwum Alluy Mfg. Div., National 
Lead Co., Hyde Park Bivd., 
Niagara Falls, N. Y. 

Wedron Silica Co., 38 So. Dearborn 
St., Chicago, 11]. 


Blasting) 
Ceutral 


SAND BLAST BARRELS 

American Wheelabrator & Equip- 
ment Co., 500 S. Byrkit St., 
Mishawaka, Ind. 

Panphborn Corp., Hagerstown, Md, 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


W. W. Sly Mfg. Co., 4753 Train 
Ave,. Cleveland 2, Ohio. 


SAND BLAST CABINETS 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

Pangborn Corp., Hagerstown, Ma. 


SAND BLAST EQUIPMENT 
American Air Filter C.., 266 Central 


Ave., Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 


Mishawaka, Ind 
The Hydro-Blast Corp., 2550 N. 
Western Ave., Chicago 47, Illinois. 
Pangborn Corp, Hagerstown, Ma. 
W. W. Sly Mfg. Co., 
4753 Train Ave., Cleveiand 2, Ohio. 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


SAND BLAST NOZZLES 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Federal Foundry Supply Co., 
4600 E, 71st St., Cleveland 5, O 
Norton Company, 
Worcester 6, Mass. 
Pangborn Corp, Hagerstown, Md. 
W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 


SAND BLAST ROOMS 

American Wheelaprator & Equip- 
ment Co., Washawaka, Ind. 

Macleod Co., 2232 Bogen St., 
Cincinnati, Ohio. 

Pangborn Corp., Hagerstown, Md. 

W. W. Sly Mfg. Co., 4753 Train Ave., 
Cleveland 2, Ohio. 


SAND BLAST TABLES 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Pangborn Corp., Hagerstown, Md. 

W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 


SAND CONTROL & TESTING 
EQUIPMENT 

Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Il. 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detrot 4, Mich. 
Claude S. Gordon Co., 3000 So. 

Wallace, Chicago 16, III. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill. 


SAND CONVEYING and HAN- 
DLING EQUIPMENT 

Ajax Flexible Coupling Co., 
Westfield, N : 

American Air Filter Co., 
Louisville 8, Ky. 

Cc. O. Bartlett & Snow Co., 
6201 Harvard Ave., 
Cleveland 5, O. 

Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, III. 

Clearfield Machine Co., 
Clearfield, Pa. 


—When writing advertisers, 


SAND CONVEYING and HAN- 
DLING EQUIPMENT (Cont’d.) 
Cleveland Tramrail Div, of Cleve- 
laud Crane «& HKugincering Cuv., 

WickKlitte, Oluc, 

Crane Co., 836 South Michigan, 
Cimicago a, ill. 

Frauk GU, hough Co., 

Livertyville, dal. 

Jeurey Mtg. Co., 907-99 N, Fourth 
St., Columbus 16, O. 

Joy Mig. Co., Henry W. Oliver 
Bldg., Pittsburgn 22, Pa, 

Link Belt Cuo., svu W, Pershing 
kKd., Chicago y, Lill. 

Nauuoual Bupineering Co., 549 W. 
Wasituugiuu St., Chicago 6, IL. 

Newaygo bugineering Cuw., 
Newaysou, Much, 

Osborn mtg, Co., 5401 Hamilton 
Ave., Cicveland, 14, O, 

Pekay Machine & Engineering Co., 
luv N. LaSalle St., 
Chicago 2, It. 

Penn Iron Works, Inc., 

Robins Conveyurs Viv., 

tobins Inc., 
Passaic, N. 

Royer Foundry '& Machine Co., 
Kingston, Pa 

Youngstown Steel Door Co., 
Superior Arcade, 


Reading, Pa 
Hewitt- 
270 Passaic Ave., 


Euclid- 
Cleveland, Ohio. 


SAND CONVEYING and HAN- 
DLING EQUIPMENT (Pneumatic) 
Crane Co., 
836 South Michigan, 
Chicago 5, Illinois, 
Fuller Company, Catasauqua, Pa. 


SAND DRYERS 

Allis-Chalmers Mfg. Co., 
Milwaukee : Wis. 

Bartlett & Snow Co., C. O. 
6201 Harvard Ave., 
Cleveland 5, Ohio. 

Crane Co., 836 South Michigan, 
Chicago 5, Ill. 

Link Belt Co., 300 W. 
Ixd., Chicago 9, Il. 

Nichols Engineering & Research 
Corp., 70 Pine St., 
New York 5, N. Y. 


Pershing 


SANDERS (Pneumatic) 
Cleco Division of Reed Roller Bit 


Co., Houston, Texas, 
SANDING MACHINERY (Disc, 
Spindle, Belt, etc.) 
Freeman Supply Co., 1152 E. 


Broadway, Toledo 5, Ohio. 
Oliver Machinery Company, 
Grand Rapids 2, Mich. 


SAND MEASURING and WEIGH- 
ING DEVICES 

Baker Perkins Inc., Saginaw, Mich. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, II. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 


SAND MIXERS 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Baker Perkins Inc., Saginaw, Mich. 
Beardsley & Piper Co., The, 2424 
N. Cicero, Chicago 39, III. 
Budnick Mfg. Co., 
Grand Rapids 2, Michigan. 
Standard Sand & Machine Co., Bly- 
stone Division, 549 W. Washington 
Bivd., Chicago 6, IN. 
Clearfield Machine Co., 
Clearfield, Pa. 
Construction Machinery Corp., 
Waterloo, Iowa, 
Federal Foundry Supply Co., 4600 
E. 71st St., Cleveland 5, Ohio. 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, IIl. 
Muller Machinery Co., 
Metuchen 1, N. J. 
Multiplex Machinery Corp., 
Elmore, Ohio. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 
Pekay Machine & Engineering Co., 
100 N. LaSalle St., Chicago 2, Il. 
Royer Foundry & Machine Co., 

Kingston, Pa. 


SAND PREPARATION 
EQUIPMENT 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

American Wherlabrator & Equip- 
ment Co., Mishawaka, Ind. 

Baker Perkins Inc., Saginaw, Mich 


Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O. 
Beardsley & Piper Co., The, 2424 


N Cicero, Chicago 39, Il. 
Budnick Mfg. Co., 
Grand Rapids 2, Michigan. 
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SAND PREPARATION EQUIP- 
MENT (Cont’d,) 


Cleartield Machine Co., 
Clearueld, Pa, 

Denver Equipment Co., 
St., Denver 14, Colo, 
Federal Pouudry Supply Co., 4600 
BK. (ist St., Clevelaud 5, Ohio. 

The Hydro-Blast Corp., 2050 N, 
Western Ave., Chicago 4:4, Illinois, 

Jeurey Mig. Cu., yus-vy N, Puuii 
St., Columbus 16, VU. 

Muulders Frieud, Vailas City, Ll. 
National Bugineering co., vad W. 
Wasuington SL., Chicago 6, All. 

Newaygo Mngineering Cv., 
Newaygo, Mich. 

Osburn Mig, Cv., 5401 Hamilton 
Ave., Cleveland 14, 

Pekay Machine & Engineering Co., 
1uvu N, LaSalle St., Chicago 2, Ll. 

Royer Foundry & Machine Co., 
Kingston, Pa, 

Simplicity Eugineering Co., 
Vurand, Mich, 

States Engineering Corp., 
922 W. Berry, Ft. Wayne 2, Ind. 


1400 17th 


SAND RAMMERS 

Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, O. 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 

Master Pneumatic Tool Co., 
Orwell, Ohio. 

Rotor Tool Co., 
Cleveland 12, 


Inc., 


17325 Euclid Ave., 
Ohio. 


SAND RECLAIMERS 


Denver Equipment Co., 1400 17th 
St., Denver 17, Colo, 

Jeftrey Mfg. Cu., 90s N, Fourth 
St., Columbus 16. O. 

Link Beit Co., 300 W. Pershing 
Rd., Chicago 9, IN. 

National Engineering Co., 549 W. 


Washington St., Chicago 6, III. 
Newaygo Engineering Co., 
Newaygo, Mich. 
Nichols Engineering & Research 
Corp., 70 Pine St., 
New York 5, N. 
Stearns Magnetic Mfe. Co., 
662 S. 28th St.. Milwaukee 4. Wis 
Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis. 


SAND SIFTING and SCREENING 
MACHINERY 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

American Air Filter Co., 
Louisville 8, Ky. 

Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio. 

Beardsley & Piper Co., The, 
N. Cicero. Chicago 39, I 

Carrier Conveyor Corp., Frankfort 
Ave. at Clifton, Louisville 6. Ky. 

Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, Ill. 

Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O. 

Foundry Supplies & Mfg. Co., 

2221 Orchard St., Chicago 14, Ill 

Great Western Mfg. Co., 
Leavenworth, Kansas. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, ill. 

National Engineeri:.~% Co., 549 W. 
Washington St., Chicago 6, III. 

Pangborn Corp., Hagerstown, Md. 

Royer Foundry & Machine Co., 
Kingston, Pa. 

Simplicity Engineering Co., 
Durand, Mich. 


2424 


SAND STORAGE BINS & GATES 
Bartlett & Snow, C. O., Co., 

6201 Harvard Ave., 

Cleveland 5, Ohio. 

Beardsley & Piper Co., The, 

2424 No. Cicero, Chicago 39, Il. 
Jeffrey Mfg. Co., Columbus 16, O. 
Link Belt Co., 300 W. Pershing Rd., 

Chicago 9, III. 

National Engineering Co., 549 W. 

Washington St.. Chicago 6. Tl 
Neff & Fry Co., Camden, Ohio. 
Newaygo Engineering Co., 

Newaygo, Mich. 


SAND TEMPERING CHEMICAIS 
Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 


SAWS (Band, Metal, Wood) 

Do All Company, Des Plaines, III. 

Oliver Machinery Company, 
Grand Rapids 2, Mich. 
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SAWS (Cold Metal) 

Do All Company, Des Plaines, I] 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


SCALES 
Fairbanks, Morse & Co 


600 So. Michigan Ave 
Chicago 5, III. 
Hydroway Scales Inc., 20624 W 


Eight Mile Road, Detroit 19, Mich 
SCALING HAMMERS 
Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 


Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 
Schramm, Inc., West Chester, Pa 


SCREENS (Shake-Out) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio 

Beardsley & Piper Co., 2424 N. 
Cicero, Chicago 39, IIl. 

Carrier Conveyor Corp., Frankfort 
Ave, at Clifton, Louisville 6. Ky. 

Jeffrey Mfg. Co., 907 N. Fourth 
St., Columbus 16, O. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Tl. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 

Simplicity Engineering Co., 
Durand, Mich. 


SCREENS (Vibrating) 

Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Allis-Chalmers Mfg. Co., 

Milwaukee 1, Wis. 

Carrier Conveyor Corp., Frankfort 
Ave. at Clifton, Louisville 6. Ky. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 

Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. J. 

Simplicity Engineering Co., 
Durand, Mich. 


SEA COAL 
Vederal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O. 
Frederic B. Stevens, Inc., 

Detroit 16, Mich. 


SEPARATORS (Abrasive) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind, 

Pangborn Corp., Hagerstown, Md. 


SEPARATORS (Air, Moisture, Oil) 
American Air Filter Co., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Jas. A. Murphy & Co., 
Hamilton, O. 
Pangborn Corp., -Hagerstown, Md 
A. Schrader’s Son, 
470 Vanderbilt Ave., 
Brooklyn 17, N. Y. 


SEPARATORS (Magnetic) 
Beardsley & Piper Co., 
Cicero, Chicago 89, Hl. 
Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis. 
Homer Mfg. Co., Lima, Ohio 
National Engineering Co., 
549 W. Washington St., 
Chicago 6, IU. 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis. 
Stearns Magnetic Inc., 650 South 
28th St., Milwaukee 46, Wis 


2424 No. 


SHAKEOUT MACHINE MOUNTING 
PADS 

Fabreeka Products, Inc., 
222 B Summer St., Boston, Mass 


SHAKE-OUT MACHINERY 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
American Air Filter Co., 
Louisville 8, Ky. 
Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, O. 
Beardsley & Piper Co., 2424 No. 
Cicero, Chicago 39, Ill. 
Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 
Link Belt Co., 300 W. 
Rd., Chicago 9, III. 
New Haven Vibrator Co., 
131 Chestnut St., 
New Haven 7, Conn. 
Robins Conveyors, 
Div., Hewitt-Robins Inc., 270 
Passaic Ave., Passaic, N. J 


Pershing 
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SHAKEOUT MACHINERY (Cont’d.) 


Royer Foundry & Machine Co., 
Kingston, Pa. 

Simplicity Engineering Co., 
Durand, Mich. 


SHELL MOLDS—See RESIN 


SHOCK ABSORBING PADS 


Fabreeka Products, Inc., 
222 B Summer St., Boston, Mass 


SHOT AND GRIT 
Alloy Metal Abrasive Co., 311 W. 
Huron St., Ann Arbor, Mich. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
American Steel Abrasives Co., 
Galion, O. 
Carpenter Brothers, Inc. 606 West 
Wisconsin, Milwaukee 3, Wis. 
Clayton Sherman Abrasives Co., 
3896 Lonyo hd., Vetroit 10, Mich. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio 
Hickman-Wiliiams & Co., 
Union Commerce Bldg., 
Cleveland 14, O. 
Metal Blast, inc., 871 E. 67th St., 
Cleveland, Ohio. 
National Metal Abrasive Co., 
3560 Norton Ave., Cleveland 7, O. 
Pangborn Corp., Hagerstown, Md, 
Pennsylvania Foundry Supply & 
Sand Co., Ashland & E, Lewis 
Sts., Philadelphia 24, Pa, 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 
W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 
Steel Shot & Grit Co., Inc., 
39 Warren Ave., Boston, Mass. 


SHOT (Peening) 


Alloy Metal Abrasive Co., 311 W. 
Huron St., Ann Arbor, Mich. 
American Wheelabrator & Equip- 

ment Co., Mishawaka, Ind. 
American Steel Abrasive Co., 
Galion, O. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio. 
Metal Blast, Inc., 871 E, 67th St., 
Cleveland. Ohio. 
National Metal Abrasive Co., 
3560 Norton Ave., Cleveland 7, O. 
Pangborn Corp., Hagerstown, Md. 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1. Pa. 
Steel Shot & Grit Co., Inc., 
39 Warren Ave., 
Boston, Mass 


SHOVELS 


Federal Foundry Supply Co., 

4600 E. 71st St., Cleveland 5, O 
Frederic B. Stevens, Inc., 

Detroit 16, Mich. 


SHOVELS (Power) 
Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich. 
Frank G. Hough Co., 
Libertyville, I). 


SILIOA FLOUR 

Ayers Mineral] Co., 
Zanesville, Ohio. 

Federal Foundry Supply Co., 4600 
East 7lst St.. Cleveland 5, O. 

Pennsylvania Pulverizing Co., 
First National Bank Bldg., 
Pittsburgh 22, Pa. 

Wedron Silica Co., 38 So, Dearborn 
St., Chicago, Il. 


SLLICOMANGANESE 
Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 
New York 17, N. Y. 


Union 


SILICON (Briquets) 
Electro Metallurgica) Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 
New York 17, N. Y. 
Ohio Ferro-Alloys Corp., 
Canton 2, Ohio. 


Union 


SILICON CARBIDE (Briquets) 
Carborundum Co., 
Perth Amboy, N. J. 
Electro Refractories & Abrasive 
Corp., Vars Bldg., Buffalo 2, N.Y. 


SILVERY PIG IRON see Pig Iron 
(Silvery) 


SLIP FLASKS (See FLASKS, SLIP) 


—When writing advertisers, 


SLINGS (Chain) 


American Chain Div., 
American Chain & Cable Co. Inc., 
York, Pa. 
Jeffrey Mfg. Co., Columbus 16, O. 
S. G. Taylor Chain Co., 
Hammond, Indiana, 


SLIP JACKETS 
Adams Co., Dubuque, Iowa 


Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 


Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 


Fremont Flask Co., Fremont, O. 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 


SMELTERS & REFINERS 


Christiansen Corp., 1515 No. Kil- 
patrick, Chicago 51, IIl. 
Federated Metals Div., American 


Smelting and Refining Co., 
120 Broadway, New York 5 
R. Lavin & Sons Inc., 
3426 So. Kedzie Ave., 
Chicago 23, Ill. 
Western Metal Co., 
3201 So. Kedzie Ave., 
Chicago 23, IIl. 


SNAGGING MACHINES 


Bradford Machine Tool Co., 
659 Evans St., Cincinnati, Ohio 


SNAGGING WHEELS—See ABRA- 
SIVE WHEELS 


SNAP FLASKS 

Adams Co., Dubuque, Iowa. 

Federal Foundry Supply Co., 4600 
East 71st St., Cleveland 5, Ohio. 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 


SODA ASH 

Columbia-Southern Chemical Corp., 
Div., Pittsburgh Plate Glass Co., 
Pittsburgh 19, Pa. 

Federal Foundry Supply Co., 
East 71st St., Cleveland 5, 

Hercules Powder Co., 
Wilmington 99, Del. 

Mathieson Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md. 

Solvay Sales Division, Allied Chem- 
ical & Dye Corp., 40 Rector St., 
New York 6, N. Y. 


4600 
Ohio. 


SOLDER 

Federated Metals Div., American 
Smelting and Refining Co., 
120 Broadway, New York 5 


SPACE HEATERS 


Dravo Corp., Nevilie Island, 
Pittsburgh 25, Pa. 


SPECIAL FOUNDRY ALLOYS 
Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 
Niagara Falls Smelting & Refining 
Div. Continental-Copper & Steel 
Industries Inc., 2200-2214 Elm- 
wood Ave., Buffalo 23, N, Y. 
Vanadium Corp. of America, 420 
Lexington Ave., New York, N. : a 


SPRAY GUNS 

Murphy & Co., Jas. A., 
Hamilton, : 

New Haven Vibrator Co., 131 
Chestnut St., New Haven 7, 
Conn. 


SPRUE CUTTERS 
Adams Co., Dubuque, Iowa, 
Federal Foundry Supply Co., 4600 
East 7ist St., Cleveland 5, Ohio. 
Freeman Supply Co., 
1152 East Broadway, 
Toledo, Ohio. 
Milwaukee Chaplet & Mfg. Co., 
1023 S. 40th St., 
Milwaukee, Wis. 
Rice Pump & Machine Co., 1026 S 
40th St., Milwaukee 15, Wis. 


please mention FOUNDRY— 


STEEL SHOT 

American Wheelabrator & Equip 
ment Co., Mishawaka, Ind. 

Cleveland Metal Abrasive Co., 

887 E. 67th St., Cleveland, Ohio 
Pangborn Corp., Hagerstown, Md 
Steel Shot Producers, Inc., 

Butler, Pa. 


STEEL (Structural) 
Alter Company, 1702 Rockinghan 
Road, Davenport, Iowa. 
American Bridge Co., 
Pittsburgh 19, Pa. 


STOPPERS (Graphite) 


Joseph Dixon Crucible Co., 
Monmouth S8t., Jersey City, N J 


STRAINER CORES 

American Clay Forming Co., 
Tiffin, Ohio 

Harbison-Walker Refractories Co 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 


STRIPPING MACHINES 

Adams Co,, Dubuque, lowa. 

Champion Foundry & Machine Cx 
2424 N. Cicero, Chicago 39, Ill 

Davenport Machine & Foundry Co 
Davenport, Iowa. 

International Molding Machine C 
LaGrange Park, III. 

Milwaukee Foundry Equipment Div 
Spo Inc., 3238 W. Pierce St., 
Milwaukee 4, Wis. 


TANKS (Dewatering) 


Claude B. Schneible Co., 
Stephenson Bldg Cass & Granc 
Blvd., Detroit 2, Mich. 


TAPE (Friction & Rubber) 
Boston Woven Hose & Rubber C« 
29 Hampshire, 
Cambridge 39, Mass. 


TELLURIUM 


American Smelting & Refining C 
120 Broadway, New York 5, N.Y 


TEMPERATURE CONTROLLERS 
Foxboro Company, Foxboro, Mass 
Illinois Testing Laboratories, Inc 
418 N. LaSalle St., 
Chicago 10, Wl. 
Leeds & Northrup, 4901 Stenton 
Ave., Philadelphia 44, Pa. 


Marshall Co., L. H., 270 W. Lane 
Columbus 1, O. 
TESTING EQUIPMENT 


Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 

National Forge & Ordnance Co 
Irvine, Warren Co., Pa. 


TESTING MACHINES (Tensile) 
Harry Dietert Co., 9330A Rose 
lawn Ave., Detroit 4, Mich. 
Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 

National Forge & Ordnance Co 
Irvine, Warren Co., Pa. 


THERMOCOUPLES 

Elematic Equipment Corp., 
1150 W. Marquette, 
Chicago 2, Ill. 

Claude S. Gordon Co., 3000 S« 
Wallace, Chicago 16, Ill. 

Illinois Testing Laboratories, Inc 
418 N. LaSalle St., 
Chicago 10, Il. 

Marshall Co., L. H., 270 W. Lane 
Columbus 1, O. 

Pyrometer Instrument Co., 
Bergenfield, N. J. 

Tamms Industries Inc., 
228 N. LaSalle St., Chicago 1 


TIMERS (Electric) 


Herman Pneumatic Machine Co 
Union Bank Bldg., 
Pittsburgh 22, Pa. 


FOUNDRY 
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Federated Metals Div., American 
Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 


TONGS 


ndustrial Equipment Co., 
Minster, O. 


TOOLS (Pneumatic Portable) 
Shicago Pneumatic Tool Co., 6 Eas 
44th St., New York 17, N. Y. 

Dayton Pneumatic Tool Co., 
Dayton 1, O. 
Gardner-Denver Co., Quincy, IIl. 


Independent Pneumatic Tool Co., 
Aurora, IIl. 


[Ingersoll-Rand Co., 
New York 4, N. 
Joy Mfg. Co., Henry W. Oliver 
Bldg., Pittsburgh 22, Pa. 

Schramm Inc., West Chester, Pa 


11 Broadway, 
¥; 


TORCHES and BURNERS 
(Acetylene, Gas, Oil) 
Freeman Supply Co., 
1152 East Broadway, 
Toledo, Ohio. 
Hauck Mfg. Co., 106 Tenth St., 
Brooklyn 15, N. ‘ 
Linde Air Products Co., 
30 E. 42nd St., New York 17 


fOTE BOXES (see ‘‘BOXES- 
TOTE’’) 


TRACTOR (Gas Powered) 
Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich, 


Frank G. Hough Co., 
Libertyville, Ill. 


TRADE ASSOCIATIONS 


‘rucible Manufacturers Association, 
10 West St., New York 6, N. Y. 


TRAMRAIL SYSTEMS 


American MonoRail Co., 

13104 Athens Ave., Cleveland 7, 
Ohio. 

‘leveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 
Modern Equipment Co., 

Port Washington, Wis 


TRAPS 

Jas. A. Murphy & Co., 
Hamilton, Ohio. 
TROLLEYS 


Curtis Pneumatic Machinery Div 
Curtis Mfg. Co., 1943 Kienlen 
Ave., St. Louis 20, Mo. 


Modern Equipment Co., 
Port Washington, Wis. 


TRUCK CRANES 


Silent Hoist & Crane Co 
885 63rd St., 
Brooklyn 20, N. Y 


TRUCK WHEELS 


Sterling Wheelbarrow Co., 7100 W 
Walker St., Milwaukee 14, Wis 


TRUCKS (Casting) 

Kwix-Mix Co., 

Port Washington, Wis 

teady Power Co., 3826 Grand River 
Avenue, Detroit 8, Michigan, 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis 


[TRUCKS (Core) 

‘hicago Mfg. & Distributing Co 
1928 W. 46th St., 
teady Power Co., 3826 Grand River 
Avenue, Detroit 8, Michigan 


Chicago 9, Ill 


May 1952 


TRUCKS (Core vuven; 


Foundry Equipment Co., 
lumbus Rd., Cleveland 

Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 


1831 Co- 
13, Ohio. 


TRUCKS (Power Lift) 

Clark Industrial Truck Div., Clark 
Equipment Co., Battle Creek, Mich. 

Frank G, Hough Co., 
Libertyville, Ill. 

Ready Power Co., 3826 Grand River 
Avenue, Detroit 8, Michigan, 

Towmotor Corp., 1226 East 152nd 
St., Cleveland 10, Ohio. 


TUBES (Annealing) 
Pressed Steel Co., Wilkes-Barre, Pa 


TUBES (X-Ray) 

General Electric Co., 
4855 Electric Ave., 
Milwaukee 14, Wis. 

Picker X-Ray Corp., 25 S. Broad- 
way, White Plains, N. Y 


X-Ray Dept., 


TUMBLING BARRELS 

Roto-Finish Co., 3600 Milham Road, 
Kalamazoo, Mich, 

Royersford Foundry & Machine Co., 
Royersford, Pa. 

W. W. Sly Mfg. Co., 4753 Train 
Ave., Cleveland 2, Ohio. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 

Whiting Corporation, 


15607 Lathrop Ave., Harvey, III. 


TURNTABLES 
Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Ill 
Modern Equipment Co., 
Port Washington, Wis 
Newaygo Engineering Co., 
Newaygo, Mich. 
Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


UNIT HEATERS (Electric) 
Dravo Corp., Neville Island, 
Pittsburgh 25, Pa. 


VALVES (Adjustable Orifice, Air, 
Gas, Oil, Water, Steam) 

The North American Mfg. Co., 
4455 E. 71st St., 
Cleveland 4, Ohio. 


VALVES (Air, Water, Steam) 
Air-Way Pump & Equipment Co., 
1050 N. Kilbourn, Chicago, Il 
The North American Mfg. Co., 

4455 E. 71st St., 
Cleveland 4, Ohio 


VALVES (Blow-off and Cut-off) 
Bellows Company, Akron 10, Ohio 
Champion Foundry & Machine Co., 
2424 N. Cicero, Chicago 39, IIl 
Wm. H. Nichols Co., Richmond 
Mill, Long Island 18, N. Y. 


VALVES (Oxygen, Acetylene) 
Linde Air Products Co., 

30 E. 42nd St., 

New York 17, N. Y 


VENTILATING SYSTEMS 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Joy Mfg. Co., Henry W. Oliver 

Bldg., Pittsburgh 22, Pa. 
Kirk & Blum Mfg. Co., 
Cincinnati 9, Ohio. 
Pangborn Corp., Hagerstown, Md 
Peters-Dalton Inc 17900 Ryan Rd., 
Detroit 12, Mich. 
Schneible Co., Claude B., 
Stephenson Bldg., Cass & Grand 


Blvd., Detroit 2, Mich. 
W. W. Sly Mfg. :Co., 4753 Train 
Ave., Cleveland 2, Ohio 


VENTS (Core Box) 
Champion Foundry & Machine Co., 
1314 W. 21st St., Chicago 8, III. 


—When writing advertisers 
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VENTS (Core Box) (Cont’d.) 


Demmler & Bros., Wm. 
Kewanee, Ill. 


C. M. Smillie & Co., 1124 Wood- 
ward Hgts. Blvd., Ferndale 20, 
Mich 


VIBRATION REDUCTION PADS 


Fabreeka Products, Inc., 
222 B Summer St., Boston, Mass. 


VIBRATORS 


Adams Co., Dubuque, Iowa, 
Beardsley & Piper Co., 

2424 No. Cicero, Chicago 39, II. 
Cannon Vibrator Co., 

1111 Power Ave., 

Cleveland 14, Ohio. 

Cleveland Vibrator Co., 2828 Clinton 
Ave., W., Cleveland 13, Ohio. 
Davenport Machine & Foundry Co., 

Davenport, lowa. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 
Foundry Supplies & Mfg. Co., 
2221 Orchard St., Chicago 14, Ill 
Herman Pneumatic Machine Co., 
Union Bank Bidg., , 
Pittsburgh 22, Pa. 
Link Belt Co., 300 W. Pershing Rd., 
Chicago, Ml. 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 
Milwaukee, Wis 
New Haven Vibrator Co., 131 Chest- 
nut St.. New Haven 7, Conn. 
Nichols Co., Wm, H., Richmond 
Hill, Long Island 18, N. Y. 
Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, Ohio. 
S P O Incorporated, 7500 Grand 
Division Ave.. Cleveland 5, O 
Frederic B. Stevens, Inc., 
18th St. & Vernor Highway 
Detroit 16, Mich, 
Syntron Company, Homer City, Pa. 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


VISES (Hydraulic, Mechanical, etc.) 


Desmond-Stephen Mfg. Co., 
Urbana, Ohio 


WASH ROOM EQUIPMENT 


Bradley Washfountain Co., 
Box 732, Milwaukee 1, Wis 


WAX Vent, Pattern) 


United Compound Co., 
328 South Park Ave., 
suffalo 4, N. Y 


(Core, 


Inc., 


WEDGES (Foundry) 


Sterling Wheelbarrow Co., 7100 W 
Walker St., Milwaukee 14, Wis. 


WEIGHING DEVICES 


Fairbanks, Morse & Co., 
600 So. Michigan Ave., 
Chicago 5, Ill. 

Hydroway Scales Inc., 20624 W. 
Eight Mile Road, Detroit 19, Mich 


WELDING GAS 


Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 
Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y 


WELDING APPARATUS (Electric 


arc) 

Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 
Harnischfeger Corp., 4400 W. Na- 
tional Ave Milwaukee 14, Wis. 
Linde Air Products Co., 

30 E. 42nd St., 


New York 17, N. Y. 


WELDING and CUTTING 
APPARATUS and SUPPLIES 


Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 
Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y. 


please mention FouNDRY— 


WELDING ELECTRODES 
(Carbon) 

National Carbon Co., Div. Union 
Carbide & Carbon Corp. 30 E 
42nd St., New York 17, N, Y. 

United States Graphite Co., 
Saginaw, Mich 


WELDING RODS & ELECTROBES 
Air Reduction Sales Co., 60 East 

42nd St., New York 17, N. Y. 
International Nickel Co., Inc., 

67 Wall St., New York 5, N. Y 
Linde Air Products Co., 

30 E. 42nd St., 

New York 17, N. Y. 


WETTING AGENTS 

Johnson March Corp., 1724 Chestnut 
St., Philadelphia 3, Pa. 

Pelron Corp., 7740 West 47th St., 
Lyons, Illinois. 


WHEELBARROWS$ 
Sterling Wheelbarrow Co., 7100 W 
Walker St., Milwaukee 14, Wis 


WHEELS, ABRASIVE (Cut-off) 
Bay State Abrasive Products Co., 
Westboro, Mass. : 
George H. Bullard Co., 
Westboro, Maas, 
Carborundum Co., 
Perth Amboy, N. J 
Electro Refractories & 
Corp., Vars Blidg., 
Buffalo 2, N. Y. 
Macklin Company, Jackson, Mich 
Norton Company, 
Worcester 6, Mass. 
Raybestos-Manhattan, Inc., 
Manhattan Rubber Division 
Passaic, N. J. 
Simonds Abrasive Co., 
Tacony & Fraley Sts., 
Philadelphia 37, Pa 
Sterling Grinding Wheel Division, 
Cleveland Quarries Co., 
Tiffin, Ohio. 


Abrasives 


WHEELS (Wire Brush) 


Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, Ohio 


WIRE BENDERS 


Redford Iron & Equipment Co 
20733 Glendale Ave., 
Detroit 23, Mich. 


WIRE BRUSHES 
Osborn Mfg. Co., 5401 Hamilton 


Ave., Cleveland 14, Ohio 


WIRE CUTTERS 


Federal Foundry Supply Co., 4600 
East 71st St., Cleveland 5, Ohio 


Redford Iron & Equipment Co., 
20733 Glendale Ave., 
Detroit 23, Mich. 


WIRE NAILS 
Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4, Ohio. 


WOODWORKING MACHINERY 
Do All Company, Des Plaines, Ill 
Oliver Machinery Co., 

Grand Rapids 2, Mich 


X-RAY EQUIPMENT 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

General Electric Co., X-Ray Dept., 
4855 Electric Ave, 
Milwaukee 14, Wis 

Picker X-Ray Corp., 25 S. Broad- 
way, White Plains, N. Y 


X-RAY FILMS 
Eastman Kodak Co., 
Rochester, N. Y. 
General Electric Co., 
4855 Blectric Ave., 
Milwaukee 14, Wis. 
Picker X-Ray Corp., 25 S 
way, White Plains, N. Y. 


X-Ray Dept., 


Broad- 


ZINC 


Federated Metals Div., 
American Smelting and Refining 
Co., 120 Broadway, New York 5, 
N.Y, 


ZIRCON SAND 


Orefraction Inc., 7425 Thomas S8St., 
Pittsburgh 8, Pa 
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CLASSIFIED ADVERTISING 


Help Wanted 


STEEL FOUNDRY MEN 
Opportunities for the following men in a large 
stee] foundry: 

Experienced Unit Foremen for 

Melted Metals Dept 

Foundry 

Core Room 

C.F.&A. 

Inspection 

Pattern 
Also openings for engineers and draftsmen. 
Government owned defense plant in Chicago 
area to be operated on armor steel castings. 
Company operating set-up sufficiently large and 
ageressive to afford permanent opportunity to 
men whose performance proves to be outstanding. 


BOX 742 


FOUNDRY CLEVELAND 13, OHIO 
CASTING SALESMEN 
Experienced salesmen for brass, bronze and 
aluminum production castings needed in the 
St. Louis, Chicago and Kansas City areas, This 
company is at present expanding its production 
facilities for rollover type production work 


Give detailed information as to background and 


sales experience. Commission basis. Reply con- 
fidential. 

BOX 752 
FOUNDRY CLEVELAND 13, OHIO 


STEEL FOUNDRY PERSONNEL 


Eastern steel foundry under new expansion plan 
has openings in plant supervision and for key 


personnel in foundry, cleaning, metallurgical, 
inspection, plant and methods engineering de- 
partments. Address all inquiries, stating experi- 


ence, background, age, marital status and salary 
expected. Box 833, FOUNDRY, Cleveland 13, 
Ohio. 


SUPERVISOR FOR MECHANIZED FOUNDRY 


Old established eastern iron foundry completely 
mechanized running jobbing work of medium 
size requires supervisor thoroughly experienced 
in continuous pouring, multiple conveyor opera- 
tion. Squeezer, stripper and rollover machines, 
high production. Excellent opportunity for man 
who is a leader. Reply giving age and experience. 
Address: Box 792, FOUNDRY, Cleveland 13, 
Ohio. 


SALESMAN WANTED 


Sand castings—Brass—Bronze—Aluminum. Only 
experienced man with definite contacts need ap- 


ply. 
HALL FOUNDRIES 
EXECUTIVE OFFICES—100 WEST 
NEW YORK CITY 
TELEPHONE CIRCLE 17-1675 
FOUNDRY—BRIDGETON, N., J. 
TELEPHONE 9-1091 


52ND ST. 


STEEL FOUNDRY SUPERINTENDENT 
medium sized 
operated by 


Experienced executive desired by 
foundry in Eastern Pennsylvania, 
old-established manufacturer of heavy machin- 
ery. Open hearth furnace, annealing and heat 
treating furnaces. Knowledge of metallurgy and 
sand control essential, Splendid opportunity for 
qualified man. Give full details, including past 
record of earnings. 
BOX 863 


FOUNDRY CLEVELAND 13, OHIO 


CLEANING ROOM 


Experienced man to run cleaning room in modern 


Help Wanted 


CORE ROOM FOREMAN 


Cincinnati manufacturer has immediate opening 
for a qualified core room foreman. Must have 
thorough core making experience in all details of | 
sand mixes and machine core making, 


This position is permanent and offers an ex- 


cellent opportunity and an attractive salary plan 


| to the 





| lent opportunity for advancement. 
| 814, 


steel foundry in East. Excellent opportunity for 
man with experience and ability in plant op- | 
erations and_ incentives. Address: Box 877, 
FOUNDRY, Cleveland 13, Ohio 
FOUNDRY FOREMAN 

Experienced man to take charge of nonferrous | 
foundry producing pressure valve castings, em- | 
ploying 12 molders in new foundry in New 
Jersey. Must know sand control. Kindly state | 


age, experience in detail, including previous em- 
ployers and length of service Address: Box 
853, FOUNDRY, Cleveland 13, Ohio. 


402 


qualified man. Expenses paid for inter-| 
arranged after receipt of detailed record 
of core room experience and personal history. 
All replies will be held in strict confidence. 


views 


BOX 859 


FOUNDRY CLEVELAND 13, OHIO | 


FOREMAN 


Texas. Small mechanized aluminum sand found- | 
ry with shakeout, conveyors, hoppers, jolt-| 
squeezers. Also, reverbatory furnace pouring} 


large permanent mold aluminum castings. Salary | 
and bonus tied to ability to do the job. Vision 
to orderly expand. Give full data first letter: | 
age, experience, etc. Address: 30x 874, 
FOUNDRY, Cleveland 13, Ohio. 


FOUNDRY ENGINEER WANTED 
man to head nonferrous operation. 
New foundry in New Jersey offers right man 
stock interest for token investment. Must be| 
expert in aircraft aluminum castings as well as | 
other metals to government specs. Prefer man 
with some following whose name is well known 
to the industry. Address: Box 860, FOUNDRY, 
Cleveland 13, Ohio. | 


Practical 


PLANT ENGINEER AND MASTER MECHANI( 


preferably M.E,. to specialize in 
and plant engineering. 
foundry in North East- 
for good man. 


Young engineer, 
preventive maintenance 
Progressive mechanized 
ern Ohio Fine opportunity 
Salary and bonus, 


BOX 857 


FOUNDRY CLEVELAND 13, OHIO 


“ MOLDING FOREMAN 


Jobbing steel] foundry Eastern Penna. Must have 
experience all types machine molding and sand- 


slinger and be able to handle men. Excellent 
opportunity advancement. Salary commensurate | 
with ability. Address: Box 816, FOUNDRY, 


Cleveland 13, Ohio, | 


SAND CONTROL | 
Large mechanized eastern foundry requires ex- 
perienced sand control man, Experience required 
on both natural and synthetic sands, Reply 
state age and experience. Address: 823, FOUND- 
RY, Cleveland 13, Ohio. 


METALLURGIST 
Opening for Foundry Metallurgist in modern steel 
foundry Eastern Penna. Practical foundry 
background desirable but not necessary. Excel- 
Address: Box 
FOUNDRY, Cleveland 13, Ohio, 


CORE ROOM FOREMAN 
Experience in steel jobbing work essential. Must 
be able to follow production schedules. Supervise 
production by machines and coreblowers all 
Modern foundry Eastern Penna. Salary 


cores. 
and bonus commensurate with ability. Address: 
Box 815, FOUNDRY, Cleveland 13, Ohio. . 


Help Wanted 


FOUNDRYMAN 
With sales ability and metallurgical or sand 
practice background to represent foundry su; 
ply company in Middlewest. Prefer man about 
30 years old, Salary plus bonus. State experi 


ence and salary expected. Address: Box 85: 
FOUNDRY, Cleveland 13, Ohio. 

MELTING FOREMAN 
Must be experienced all nonferrous metals 


Fisher oil furnaces, Write stating experience. 

Excellent opportunity for the right man, 
BRONX BRASS FOUNDRY 

2727 Bailey Ave. Bronx, N, ¥. 


ASSISTANT SUPERINTENDENT 
Nonferrous, medium size shop, sand casting and 
permanent mold. Eastern Michigan. Reputable 
and well established foundry. State qualifica- 
tions. Address: Box 854, FOUNDRY, Cleveland 
13, Ohio. 


FOUNDRYMAN 


Small plant in Midwest running both grey iron 
and bronze pres_ure castings has opening for a 


man who is fully qualified to take complete 
charge of all foundry operations, including an- 
alysis. Salary $10,000 per year. Address: Box 


858, FOUNDRY, Cleveland 13, Ohio. 


SALESMAN 


Free lance magnesium and aluminum salesman 
on high percentage commission basis for mod- 


ernly equipped foundry with $20,000,000 year 
capacity. Tremendous’ opportunity. Address: 
EASTERN FOUNDRY INC., 2 PACIFIC AVE- 


NUE, JERSEY CITY 4, N. J. 


EXPERIENCED PATTERNMAKER 
To work in, prepare estimates and manage com- 


pletely equipped shop affiliated with Dallas’ 
largest nonferrous foundry but doing outside 
work. Right man can eventually chare_ in 


profits, ownership. Write stating salary required 
ADDRESS: WAYLAND BOLES, 4369 POTO 
MAC, DALLAS 5, TEXAS, 


ALLOY STEEL FOUNDRY 
Manufacturers of corrosion and heat resistant 
castings, requires services of foundry foreman or 
superintendent. To assume complete responsi- 
bility for foundry operation. Minimum of ten 
years’ experience in alloy steel required. Inter- 
views by appointment only. Salary open. Ad- 
dress: Box 851, FOUNDRY, Cleveland 13, Ohio 


Representative Wanted 


IRON FOUNDRY REPRESENTATIVE 
Iron foundry of established high standing located 
in the east desires the services of an experi 
enced sales representative for New York City 
and vicinity on a commission basis with 
permanent arrangement opportunity. Address 
Box 827, FOUNDRY, Cleveland 13, Ohio. 


__ Positions Wanted _ 


SUPERINTENDENT 


Grey iron foundryman, age 48, 25 years’ ex- 
perience producing quality castings. Well versed 
in cupola, continuous melting, sand _ contre 
natural and synthetic, all types molding ma- 
chines. Cost minded, work from blue print 
Desires connection with reliable firm. Address: 
Box 872, FOUNDRY, Cleveland 13, Ohio. 


FOUNDRY MANAGER 

Twenty-six years in machine tool foundries. Ex- 
perience covers all foundry operations. Special- 
ized knowledge of foundry cost control, incen- 
tive systems, industrial relations, production 
methods and organization. Foundry consultant 
on sand and quality control, mechanization, 
cupola operation and general foundry problems. 
Age 42, now employed. Address: Box 797, 
FOUNDRY, Cleveland 13, Ohio, 


FOUNDRY 
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Positions Wanted 


FOUNDRYMAN 
Desires position as superintendent or foreman, 
gray :ron or nonferrous. Practical man with 26 
years’ jobbing and production experience, Soil 





pipe and fitt:ngs and farms machinery included. | 


Address: Box 


Ohio. 


785, 


WEIGHT ESTIMATING 


Estimating of casting weights furnished by re- 
turn mail. Accurate, reliable and confidential 
service. Automatic calculator equipment, Nomi- 
nal fee. Send blueprints to: CHARLES E, RO- 
LAND, ITASCA, ILLINOIS. 


MANAGER—ASSISTANT TO PRESIDENT 


Steel, iron, brass. Thoroughly experienced in 
every shop operation, metallurgy, engineering, 
accounting and management. Excellent ability 
to develop a superior organization by leading, 
teaching and example. Outstanding reputation 
for keen analysis, 
combination of practical experience, managerial 
ability and effective personality. Address: Box 
375, FOUNDRY, Cleveland 13, Ohio. 


MANAGER OR SUPERINTENDENT 


Experienced in gray iron and some nonferrous 
on both production or jobbing basis. Exceptional 
background of practical and technical training. 
Cost minded and have the best in references. 
Eighteen years of executive background. Ad- 
dress: Box 707, FOUNDRY, Cleveland 13, Ohio. 


PATTERNMAKER 


Wood metal work including precisicn cast match- 
plates and pattern work in aluminum, brass 
or iron. Have about 40 years in above work 
and foundry trouble shooting on pattern equip- 
ment. Address: Box 843, FOUNDRY, Cleveland 
13, Ohio. 


PRECISION CASTINGS 


Precision casting match plates, core boxes and 
eastings. Can set up shop and run as paying 
department in plant. Capable patternmaker. 
Have most equipment to operete shop. Address: 
Box 841, FOUNDRY, Cleveland 13, Ohio. 


NONFERROUS FOUNDRY FOREMAN 


Thirty years of experience in all types of cast- 
ings, brass aluminum and copper. All experi- 
ence in jobbing work with some production work. 
Cleveland and vicinity preferred. Address: Box 
848, FOUNDRY, Cleveland 13, Ohio. 


PRACTICAL—TECHNICAL 

Gray iron foundryman, age 48, molder by trade, 
graduate metallurgist. Outstanding background 
of experience and ability in highly mechanized 
high production foundry using most modern 
equipment and methods. Well versed in slingers, 
jolts, squeezers, blowers, sand control, continu- 
ous pouring, etc. Works from blue prints, Cost 
minded. Wants connection with sound firm need- 
ing services of high grade foundryman to get 
results. Address: Box 826, FOUNDRY, Cleve- 
land 13, Ohio. 


STEEL FOUNDRY EXECUTIVE 
Can take complete charge of all foundry op- 
erations, small, medium or large or act as tech- 
nical advisor to the chief executive, Education 
and experience data on request. Now employed. 
Address: Box 838, FOUNDRY, Cleveland 13, 
Ohio. 


SUPERINTENDENT 


Practical grey iron foundryman desires position 


as superintendent of a captive foundry. Experi- 
ence in all phases of foundry activities. Light 
production to heavy jobbing work. Twenty-five 
years foundry experience. Address: Box 875, 
FOUNDRY, Cleveland 13, Ohio. 

GENERAL FOREMAN OR FOREMAN 
Large or small castings in gray iron or non- 
ferrous, green or dry sand. Have been general 
foreman for 20 years with practical experience 
in all foundry details. Address: Box 687, 


FOUNDRY, Cleveland 13, Ohio, 


GREY IRON FOUNDRYMAN 
Available. Capable, qualified and experienced to 
direct all phases of foundry activities. Light to 
medium heavy work. Green and dry sand. Well 


versed in cupola operation and metallurgy. 
Fifteen years in present executive position. 
Middle aged. Good appearance. Pleasing per- 


sonality. Address: Box 603, FOUNDRY, Cleve- 


land 13, Ohio. 
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Positions Wanted 
FOUNDRYMAN 
Experienced all around foundryman, iron, brass, 
aluminum wants to buy or run a_ foundry. 
Will work on salary and percentage. Address: 
Box 850, FOUNDRY, Cleveland 13, Ohio. 


CORE ROOM FOREMAN 
Twenty years’ experience in core room, 15 years 
as general foreman. Experienced in all types of 
cores on blowers, bench, rollover machines in 
steel and grey iron. Address: Box 878, FOUND- 


RY, Cleveland 13, Ohio. 

GREY IRON FOUNDRYMAN 
Practical, technically trained, qualified by ex- 
perience in all phases of the foundry. Light 
and heavy work, green and dry sand. Well 
versed in cupola and metallurgy, cost minded, 


pleasant personality, Address: Box 873, FOUND- 


AVAILABLE—FOUNDRY MANAGER 
OR SUPERINTENDENT 


Forty-five, experienced in heavy, medium and 
light work All around foundryman, Capable 
producer, salary open. References. Address: 


Box 866, FOUNDRY, Cleveland 13, Ohio. 


FOUNDRY FOREMAN 
position western states, Patternmaker 
four years, foundry foreman five years. Knows 
sand conditioning, mechanized foundry. 28 
years of age, energetic and well trained. Ad- 
dress: Box 868, FOUNDRY, Cleveland 13, Ohio. 


Desires 


FOREMAN OR SUPERVISOR 
journeyman foundryman desires the op- 
become foreman or supervisor in 
grey iron or nonferrous jobbing shop, excellent 
qualifications and best of references. Address: 
Box 867, FOUNDRY, Cleveland 13, Ohio 


Young, 
portunity to 


PATTERNMAKER 
Capable working foreman, both wood and metal 
and plaster pattern work. Middle age first class 
mechanic. Estimate work and complete in shop 
Can teach apprentice help. Address: Box 842, 
FOUNDRY, Cleveland 13, Ohio. 
IRON METALLURGIST 
France for U. S. Government. 
lst. Address: Box 879, FOUND- 
13, Ohio. 


GRAY 
At present in 
Available June 
RY, Cleveland 


FOUNDRYMAN 
Wide experience in all phases of management 
to take charge of small foundry, gray iron, 
brass, large or small castings, jobbing or pro- 
duction. Well versed in scrap control. Salary 
or salary and profit plan. Address: Box 839, 
FOUNDRY, Cleveland 13, Ohio. 


Wanted-To-Buy 


WANTED 


29” Used magnet furnished with 3 KW genera- 
tor or 

39” Used magnet furnished with 5 KW genera- 
tor, complete with controller and cable reel, 
suitable for either size for 230 D.C. output 

Advise price and where above equipment is lo- 


eated for inspection 


FREDERICK IRON & STEEL, INC, 


FREDERICK, MARYLAND 


PHONE 1400 


WANTED 


BRIDGE CRANES 

ARNOLD HUGHES COMPANY 

765 PENOBSCOT BLDG. DETROIT 26, 
WOODWARD 1-1894 


MICH. 





Wanted-To-Buy 


- WANTED 


Electric Gyratory Laboratory sand sifter with 
20-40-70-100 140-700 mesh 8” screens and pan. 


State price and motor voltage. Combs or equiv- 
alent. Address: PAUL M. WIENER FOUNDRY 
CO., MUSKEGON, MICHIGAN. 

WANTED TO BUY 


Pottstown Tapping Machines. 
2—16” Cyl. Jolt Squeeze Stripper Molding Ma- 


chines 

1—14” Cyl. Rollover Molding Machine 

STEEL FLASK EQUIPMENT 

18—14 x 16 6” Drag 4” Cope 

18—12 x 18 6” Drag 4” Cope 

24—12 x 23 6” Drag 4” Cope 

18—14 x 20 7” Drag 7” Cope 

12—16 x 16 6” Drag 6” Cope 

12—18 x 18 6” Drag 9” Cope 

24—-18 x 18 6” Drag 6” Cope 

24—24 x 24 7” Drag 7” Cope 

18—16 x 26 6” Drag 6” Cope 

12—30 x 30 5” Drag 7” Cope 
NATIONAL FOUNDRY COMPANY OF 


NEW YORK, INC, 
2-56 SANDFORD ST. BROOKLYN 5, NEW YORK 


WANTED 
Need for production—Simpson Mixer, Raymond 
Mill, one or two vibrating screens. Please give 
full particulars. P. O. BOX 1351 CHURCH 
STATION, NEW YORK 8, N. Y. 


WANTED TO BUY 


Used heavy duty mold car 
mately 60 cars Address: Box 856, 


conveyor, approxi- 
FOUNDRY, 


Cleveland 13, Ohio. 

WANTED 
One—#3 Simpson intensive sand mixer and 
loader. Must be recent model in good condition, 
Address: Box 849, FOUNDRY, Cleveland 13, 
Ohio. 


WANTED 
SANDSLINGER WANTED—Junior Tractor. 
Address Box 656, FOUNDRY, Cleveland 13, Ohio. 


MIXERS WANTED 
Used Simpson Intensive Sand Mixers, State size, 
condition and lowest cash price or immediate 
acceptance, Address Box 578, FOUNDRY, Cleve- 
land 13, Ohio. 


WANTED 
U. S. Rotary melting 
Ib Must be in good 
dress: AMERICAN 
CORP., 900 E. FRONT 
OHIO. 


500 lb. to 5000 
operating condition. Ad- 
COMPRESSED STEEL 
ST., CINCINNATI, 


furnaces, 


WANTED 
laboratory 
Give prices, 


FOUNDRY, 


sand 
etc. 
13, 


equipment and 
description, 
Cleveland 


foundry 
equipment 
Box 870, 


Used 
testing 
Address: 
Ohio. 


Available Capacity 


CAPACITY 

prompt delivery 
Michigan, Some 
FOUNDRY, 


AVAILABLE 
complete service, 
on first class work. Location, 
open capacity. Address: Box 840, 
Cleveland 13, Ohio. 


Pattern shop 


Employment Service 


SALARIED POSITIONS 


$3,500 to $35,000. We offer the original per- 
sonal employment service (established 42 years). 
Procedure of highest ethical standards is indi- 
vidualized to your persona] requirements. Identity 
covered; present position protected. Ask for 
particulars. Address: R. W. BIXBY, INC., 101 
DUN BUILDING, BUFFALO 2, NEW YORK. 


SALARIED PERSONNEL 
$3,000-$25,000. This reliable service, established 
1927, conducts confidential negotiations for high 
grade men who seek a change of connection 
under conditions assuring if employed full pro- 
tection to present position. Send name and ad- 
dress only for details. Personal consultation 
invited. Address: JIRA THAYER JENNINGS, 
241 ORANGE STREET, NEW HAVEN 10, 
CONN. 


403 
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Employment Service 





EMPLOYMENT COUNSEL, 


All The 
JOHN COPE 


employers in the 
Iron and Non-Ferrous 


Recruiting men for 
Steel, Malleable, Gray 


PLANT MANAGERS 
GENERAL FOREMEN 
CORE FOREMEN 
CLEANING FOREMEN 
PATTERN FOREMEN 
INDUSTRIAL ENGRS. 


Name 
Manager Foundry Dept. 


foundry 
Jobbing 





eee TT 


Employment Service 


INC. 


Implies’ 


Openings in 
$20,000. 


throughout the nation 
Salaries to 


industry 
and Production, 


SUPERINTENDENTS 
MOLD FOREMEN 
MELTING FOREMEN 
MAINTENANCE FOREMEN 
METALLURGISTS 

TIME STUDY ENGRS 


And all other Administrative and Sales Positions 
WRITE or CALL for registration 


Completely 


SUITE 500 
CHICAGO 2, ILLINOIS 


Accounts Wanted 


ESTABLISHED CASTINGS REPRESENTATIVE 


Graduate engineer, desires to represent foundry 


producing heavy iron castings and one producing 
light and heavy steel castings. Territory covered 

Eastern Pennsylvania, New Jersey, Delaware 
and Maryland Excellent industrial contacts in 
area undergoing important expans Suburban 
Philadelphia office Address: Box 865, FOUND 
RY, Cleveland 13, Ohio 

ACCOUNTS WANTED 
Manufacturers’ agent covering Michigan and 
Northern Ohio with complete knowledge of 
foundries including contacts with Detroit area 
automotives, desires additional account to rep 
resent in this area Will provide excellent engi 
neering and promotional ability for major line 
Address: Box 862, FOUNDRY Cleveland 13, 
Ohio. 
ACCOUNTS WANTED 

Foundry Supply Company active n Michigan, 
Ohio and Indiana desires additional accounts 
wanting intensive sales effort in this area Can 
warehouse in Detroit area and outside Equip 
ment and supplies can be handled Excellent 
representation and contacts for your products 
Address Box S861 FOUNDRY Cleveland 13 
Ohio 


MANUFACTURERS AGENT 


Offices in Birmingham Alabama calling on 
foundries, steel plants and manufacturers in the} 
South and Southeast desires additional line If 
interested in high class representation in this 
fast growing section this is an opportunity to 
make a desirable connection. We are metallurgi- 
cal and foundry engineers and have successfully 
worked the territory for 20 years Address: Box 
864, FOUNDRY, Cleveland 13, Ohio 
. 
Foundries For Sale 

FOUNDRY FOR SALE 
Well equipped foundry Main building about 
150 x 150. 36” cupola. Prompt possession. Priced 
right. Terms can be arranged. Located in San- 
ford, North Carolina, Write for further infor- 


mation to: 
BOX 628 


SANFORD NORTH CAROLINA 
FOUNDRY—GRAY IRON 

Located southern Ill. town. Pop, over 10,000 

Water and railroad transportation available 

Labor plentiful. Foundry with clear spaces 

80x320, with overhead monorail. Has 2 No, 7 


Whiting cupolas 72” in diameter. Contains equip 
ideal for mechanized oper. Address: Box 358 
FOUNDRY, Cleveland 13, Ohio 


SMALL FOUNDRY FOR SALE 
On New York Central Railroad track in 
Lockport, New York. Floor space of molders ap- 
proximately 11,000 square feet with exceptional 
dumping ground for disposal of slag and waste 
indefinitely at lowest expense over declivity on 
the land, Considerable foundry equipment thrown 


side 


in for the price of assessed value of the real 
estate. Address: JEFFERSON UNION COM- 
PANY, LOCKPORT, NEW YORK. 

404 


Confidential 


7 WEST MADISON ST., 
FINANCIAL 6-2100 


Foundries For Sale 


FOUNDRY FOR SALE 


MIDWESTERN LOCATION—NEAR CHICAGO 


Buildings in excellent condition, consisting of 
ipproximately 50,000 square feet Sufficient 
acreage for expansion Plant fully equipped and 


operating efficiently and successfully Inventory 





position satisfactory Pattern shop, railroad sid- 


ng. ete No 


agents 


BOX 876 


FOUNDRY CLEVELAND 13, OHIO 
FOR SALE 
Sand-Blo delux model core blower, model C-D 


10-D. Used very little and in excellent condition 
THE PROOF Co, 
936 EAST 72ND sT., CLEVELAND 3, OHIO 


FOR SALE 


Complete melting installation consisting of: 


2—8 ton Brackelsberg Rotary furnaces 

1—10 ton cradle type holding furnace together 
with burners, pulverizer, spare furnace shells, 
exhausters and stacks, 


NATIONAL MALLEABLE & STEEL 


CASTINGS CO. 
10590 QUINCY AVE, CLEVELAND 6, OHIO 


SAND CUTTER—FOR SALE 
AMERICAN WHEELABRATOR #79-60” 


MODEL ‘‘M”’ 
Electric powered-——220 volt, 60 cycle, 3 phase 
safety type head—-complete ready to operate, 
with motors, cable and reel. 
Up to date model. Good as new. Contact 


NEENAH FOUNDRY COMPANY 
NEENAH, WISCONSIN 


ELECTRIC FURNACE 
Arnold, 1 with 
auto- 
buss 


ton, complete 
parts, 1000 K.V.A transformer, 
matic control panel and generator set. All 
bar, cable, disconnects, etc. Excellent operating 
ondition 

DAR HOWELL-MANNING, 


Direct Arc., Sam 


spare 


INC, 


315 WEST NINTH STREET 
LOS ANGELES 15, CALIFORNIA 
ROOM 804 


FOR SALE 


Pangborn blast cleaning machine, serial 6LE-413, 


reasonable price For particulars, write: 
TUTHILL SPRING COMPANY, 760 WEST 
POLK STREET, CHICAGO 7, ILLINOIS 







CLASSIFIED 
ADVERTISING 


For Sale 


FOR SALE 


1—5’ x 8’ Simplicity shake out, D28 A. 

1—Type ‘‘AA’’ American Sand Cutter, 6’ be 
tween wheels, 15 hp Westinghouse motor 
220/440 volt, 3 phase, 60 cycle, 1735 rpm 
good condition. 

1—Johnston & Jennings, jolt squeeze patterr 
draw molding machine, Model #2, new, never 
used, 

1—Tabor yoke type jolt squeeze pattern draw 
for flasks to 36”. 

1—Beardsley & Piper swingslinger with 5 tor 
plate feeder for operation with 3 phase, 60 
cycle, 220 volts, practically new. 

Several Demmler large core blowing machines 


NATIONAL FOUNDRY CO. OF N. Y., INC. 


10 SANDFORD STREET 
BROOKLYN 5, N, Y. 


FOR SALE 
(2) Carl Mayer Vertical Core Ovens—42’. Use 


six months Each ... ee $10,000.( 
#918 Johnston & Jennings Jolt, Rollover & Pat 


tern Draw molding machine; table size 44” 
§4"* No Dit MOCKASREY ks cascc cscs spoon 
Herman Hi Speed Rollover & Pattern Draw Mold 
ing machine; 1500 Ib. series; table size 3¢ 
1,500.0! 


(2) REJ International jolt, squeeze, rollover, ar 
draw molding machines; 800 Ib. capacity; us¢ 


very little : : se 1,100. 
#91 Osborn Core Blower, with clamps 650. 04 
Beardsley & Piper Turntable—16’—with 6 Chan 

pion Push off machines ; 3,500.0 


or will sell separately 
The following machines are priced at only $250. 0/ 
each: 
(3) Int’l. PKL 
#403 Osborn Jolt 
SPO Model 914 


12” Jolt Squeeze Pin Lifts 

tollover—42” swinging table 
Jolt Rollover Squeeze 

Champion CD-3 Core Blower—Floor Model 

(2) #1 J & J Jolt Squeeze Strippers 

Int'l, 24 x 10 Jolt Rollover 


Pridmore Rollover—33” x 24” table 
1—Clearfield sand mixer, model 610, new 
1948 $2,500.0 


BALCHER MACHINERY COMPANY 


1884 S. Compton Rd. Cleveland Heights 18, 0 
FAirmount 1-1186 
FOR SALE 
MOLDING MACHINES 
Two (2) NICHOLLS TYPE 248-20 HEAVY 
DUTY SQUEEZER MOLDING MACHINES 
practically new. Equipped for complete aut 
matic operation, including Flask Indexing 
Automatic Sand Hopper, Strikeoff, Squeeze 


Draw and Roll Off Device. 

All necessary air cylinders, valves, and electric: 
controls for above equipment. 

Machines will handle flask sizes up to 18” x 3 
x 5” cope x 5” drag, with a molding cycle of 1 
seconds, 


BOX 819 


FOUNDRY CLEVELAND 13, OHIO 


FOR SALE 


SPO jolt squeezers portable cantilever type table 


20” x 17” cylinder 10” with master vibrat 
knee action, Price $255. 

Riddle 1/3 HP Universal free wheeling. Price 
$90. 


Pangborn 6’ rotary direct pressure table with 
nozzles, generator, elevator, abrasive separ 
tor, reclaimer, table designed to clean shell 
wheelpeening, shot cleaning or flat work. Pr 
$1000. 

Pangborn suction cabinet 48” x 30”. 
Pangborn sandblasting room size 7'6” x 
abrasive separator, elevator conveyor, 5 
blower dust collector, front door or overhe 

loading. Price $1100. 

Westinghouse air compressor 25 


Price $1 


o will 


HP 2 cylin 


vertical water cooled direct connected mounted 
on channels 850 rpm, 150 cubic feet of free 
air, 110 lbs. with unloader air receiver. Price 
$1000 


M. ELSTEIN 


i4l MANGIN ST. NEW YORK 2, NEW YORK 


FOUNDRY 
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For Sale 


FOR SALE 


MOLDING MACHINES 

s—13 x 8 Tabor power squeeze flask lift ma- 
chine split pattern type. 

i—International 14 x 8 jolt rollover draw. 

2—Deuscher Stationary jolt squeeze, 

2—SPO #611B Stationary Oscillating 
Squeeze Strippers. 

BLOWERS FOR CUPOLAS AND FURNACES 

10—15 HP Spencer-Turbine 2250 CFM at 16 oz. 


Jolt 


10—High temperature blowers 1400° F, 9000 to 
15000 C.F.M. 

2—#59 Connersville-Acme. 

i—Connersville rotary 24 cu. ft. per rev. 6200 
C.F.M. 

Maxon-Premix Blowers for Gas 4 to 1 HP. 


METAL MELTING EQUIPMENT 
+—1000# open flame brass melting furnaces, 
gas fired, 
i—Hausfeld 2000# aluminum capacity furnace, 
barrel type, open flame, oil fired. 
New 32” to 41” dia. shell cupolas made to order, 
TUMBLING MILLS AND SAND BLAST 
1—Pangborn style GJ-1 rotoblast barrel 
plete with Pangborn style FM 
loader, Load capacity approx, 
i—Pangborn Sand Blast Unit, 
erator tank, shot cleaner, 
Suitable for use with room. 
MISCELLANEOUS 
1—Sullivan WJ-3 2-stage air 
cu. ft., 100# pressure. 
-Stoney crane type shakeout. 
—Dings type M magnetic separator 
NC-4 sand separator. 
-NB-2 sand separator. 
#1 Demmler core blower. 
#16 Roto-clone units complete. 
Tons steel flasks in sizes from 26 x 26 to 
60 x 60. 
i—Heavy Duty Flexible Shaft Grinders 2 HP. 
Complete stock of rebuilt mill and dust exhaust 
blowers. 


CLIFTON MACHINERY COMPANY 
1023 W. SIXTH ST, CINCINNATI 3, OHIO 


com- 
automatic 
16 cu ft. 
including gen- 
bucket elevator. 


compressor, 500 


SU ND et bt pk pt pe 


i) 


FOR SALE 


Whiting square tumbling mill 30” x 30” x 60”. 
Thickness of plate %”; v belt pulley drive; 
brass bearings. Excellent for medium size cast- 
ings. Price $300 f.o.b. St. Jerome. Apply: ST. 
JEROME INDUSTRIES LTD., CASTONGUAY 
ST, WEST, TEL: 3767, ST. JEROME (TERRE- 
BONNE) QUE., CANADA, 


FOR SALE 


SPO #9336 jolt squeeze rollover molding ma- 
chine and SPO #2134 stationary jolt squeeze 
cope molding machine, up to 28” pattern. Used 
little. 


THE PROOF COMPANY 
936 E. 72nd ST. CLEVELAND 3, OHIO 


FOR SALE 


Tabor 22” x 42” shockless jolt, 
ing machine with wheels and air clamps, Pur- 
chased August, 1950—used one week—clamps 
never uncrated. A real buy. If interested, write: 
P. O. BOX 256, WATERVILLE, MAINE. 


FOR 's ALE 


Herman heavy duty jarring molding machine. 
Ser, #4500, 48” x 54” table, 13” solid cylinder. 
Independent strippers, 10” cylinders with 12” 
draw, ser. 4501. Price $3,000.00. Address: 
CHRIS. ERHART FOUNDRY & MACHINE CoO., 


1237 W. SIXTH STREET, CINCINNATI 3, 
OHIO, 

FOR SALE 
1-—-No. 167 Milwaukee, squeeze rollover draw 


molding machine max, 
draw, 16” squeeze cylinder—34” 
i1utomatic clamps 


flask cap, 33 x 32—12” 
total daylight, 
purchased new 1944. Used 
nly 17 months. Machine in good operating con- 
dition. Priced below ceiling. Address: G. H. R. 
FOUNDRY, DAYTON 1, OHIO. 


RECONDITIONED FOUNDRY EQUIPMENT 
Largest stock in the East. 
Only 120 miles from Atlantic City, 
Three Warehouses. Visit us and save 
Send for five page listing, or call us, 
UNIVERSAL MACHINERY & EQUIPMENT CO. 

320 EAST BROAD STREET 
SHILLINGTON, PA. 
PHONE—READING 30311—40146 
R, B. HARRISON, MGR, FOUNDRY DIV. 


money. 


May 1952 


rollover mold- | 
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| 7 For Sale 


FOR SALE 


Standard Neway ‘‘Hardy Sandy’”’ 
complete, Neway ‘‘Reddi Sandy’’ 
grate and hopper watering device, aerator. 
in use for five months, Reasonable price 


modél HS-4GT | 
with stationary | 
Only | 
Ad- | 


dress: Box 871, FOUNDRY, Cleveland 13, Ohio. | 
FOR SALE 

| Hines aluminum pop-off flasks, numerous sizes 

including jackets. Will furnish sizes upon re- 

quest. All flasks in good condition priced rea- 

sonable. Any one interested contact: PURCHAS- 

ING DEPARTMENT, RICHMOND RADIATOR 


|} CO.,. NEW CASTLE, DELAWARE. 


FURNACES FOR SALE 
used heat treating furnaces, good condi- 
Suitable for heat treating armor castings 
Available for immediate 
STEEL PRODUCTS, 
IDAHO, 


Seven 
tion. 
and 7-ton gantry crane. 
delivery. Address: BAER 
INC., BOX 1428, BOISE, 


EQUIPMENT FOR SALE 


Spencer multi-stage turbo compressor, catalog 
#1220, 2300 c.f.m. at 20 ounces per square inch 
pressure. Complete with Spencer outlet adjusting 
valve. Motor 20 H.P., 1750 R.P.M., 3 phase 60 
cycle 220-440 volts. Serial #39470. Address: 
Box 834, FOUNDRY, Cleveland 13, Ohio. 


FOR SALE 
USED HOUGH PAYLOADERS HA MODELS 
WITH HARD RUBBER OR AIR TIRES IN 
FIRST CLASS MECHANICAL SHAPE, PRICED 
RIGHT. ADDRESS: CONSTRUCTION EQUIP- 
MENT CORP., 2118 S. 7th ST., ST. LOUIS 4, 
MO., PHO: SIDNEY 1070. 


FOR SALE 


i—International type PK Jolt Squeeze Pin Lift 
18” cylinder, 8” lift 

i—International Plain Jolt—18” x 24” Table 

1—Champion Core Roll-over, 16” x 8”, Portable 

1—1-ton Gear Ladle 

1—3 HP Stand Grinder 

1—2-ton Lo-Hed Hoist, 220 V., D.C 


RAY P. SCULLY 
SCULLY MACHINERY & EQUIPMENT CO. 
67 MILWAUKEE AVE, CHICAGO 22, ILL. 
PHONE: CANAL 6-0314 


a 


FOR SALE 


Hough Model HA _ payloader 
hauled recently, four tires in good condition. 
Standard bucket. Price $2,000. Address: NORTH 
SHORE FOUNDRY COMPANY, WAUKEGAN, 
ILLINOIS. PHONE ONTARIO 6672. 


completely over- 


FOR SALE 


3—Tilting Swing Head cover brass furnaces, 
No. 300 crucible. 

1—Pedestal Grinder with 5 HP. 

1—Covered Worm Geared Ladle, 
made by Modern Equip. Co. 

1—Whiting Slag Ladle 

1—Worm Geared Covered Ladle, 
for Pouring Device. 

1—10 Ton Whiting Worm Gear 

—1000 lb. Worm Gear Ladles 

-2 Ton Worm Gear Ladles 

1—6 Ton Worm Gear Ladle 

1—7 Ton Worm Gear Ladle 

1—Blystone Sand Mixer complete with 
gear driven. 


Motor. 


1000 Ib. cap., 


400 to 600 Ib 


Ladle 


bo bo 


motor, 


1—JFL International Power Jolt Foot Lift Ma- 
chine. 

1—JDP. International Jolt Stmipper, 600 x 8 

2—International ‘‘G’’ Machines 20 x 8 


1—Osborn Bumper 24 x 36 

1—International Jolt Squeezer 

2—24” Elec. Riddles. 

2—Gyratory Elec. Riddles. 

1—American Sand Cutter Machine Size 89/70 
M. 

1—Sprve Cutter with 2HP. Motar. 

1—36 x 54 Late Model Whiting Tumbling Bar- 
rel complete with Jones Speed Reducer & 
7% HP. Motor. 

1—Jeffrey Sand Cond#ioner. 

1—Royer Sand Conditiener. 


1—Wells Metal Band Saw Type 9M42 

1—General Blower, 3 HP. Motor, 16 oz. pres 
sure, 220 or 440, 3 phase, 60 cycle, 375 
CFM 

83 Set-Truscon Pressed Steel Flasks, 15 x 20, 
8 Cope, 3 Drag 


1 #42 Osborn core rollover machine 


HAYNES FOUNDRY EQUIPMENT CO. 
814 ADA ST. KALAMAZOO 52, MICH, 


TiC 


vA 
For Sale 


FOR SALE 


Herman—6000# series JOLT-STRIP 
48 x 54 table, 12” draw. Late. 
Osborn—JOLT STRIPPER, Model 405, 
Osborn—JOLT ROLL OVER, Model 406, 
Osborn—JOLT STRIPPER, Model 406, 

Cupolas—modern #9 Whiting #8. 

R-C POSITIVE BLOWER 12 x 20, 20 hp. 

R-C POSITIVE BLOWER 22 x 66, 75 hp. 

MIXING LADLES, 1000# cap. to 4000# 

V.C.G.-3 SUPER GYROSET SHAKE OUT, e's 
8’ deck, complete. 

PKL 12 Int. JOLT SQUEEZE PIN LIFT MA- 
CHINE. Portable. 
Am. SAND CUTTER, 

hp, 220/440 v. 

Int’l. CORE BLOWER, type SB11 $750.00. 

(2) CAR SPOTTERS, 5 hp, $250.00 ea. 

(2) Webster & Perkins PEDESTAL GRINDERS 
1200 rpm. 

Everett STAND PEDESTAL GRINDER. 

Gardner GRINDER, 52” horizontal, 20 hp 
Practically new. 

15 H.P. GRINDER. 

SNAG GRINDERS to 10 H.P. 

AIR COMPRESSOR, Sullivan 11 x 10, 
AC motor & starter, $750.00 f.o.b. 
MAGNETIC SEPARATOR—Ding’s Mfg. 12” x 
18”, 110 V., 8. Ph. motor, 2 hp., ser. R 5771, 

$600.00 f.o.b. 

FANS & BLOWERS—up to 125,000 cfm 

ELECTRIC FEED RAILS & TROLLEYS 

HOISTS, Electric, hand, air 1 to 10 ton. 

CONVEYORS—all sizes and types. 

CRANES—overhead & jib, all sizes, 

MOTORS, SPEED REDUCERS, BLOWERS 
any size. 

AIR COMPRESSORS—from 1 hp up 
FOUNDRY EQUIPMENT. Send us 
quiries. 

ALLIED MATERIALS 
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MACHINE 
21 x 53. 
36 x 24 
36 x 52 


Model AA, #1111, 15 


50 HP, 


your iIn- 


HANDLING CO. 
, OHIO 


FOR SALE 
No. 4 U. S. rotary melting furnace complete 
Ser. No. 232 capacity 2000 Ibs. brass, Practically 


new. Adaptable for oil or gas firing. 
BURNDY ENGINEERING O©0., INC, 
11511 BELLINGER ST. LYNWOOD, CALIF. 
FOR SALE 
One (1) Model AG 30” x 30” heavy duty sand- 
blast cleaning cabinet including vacuum-type 


dust filter, exhaust fan, magnetic starter and 


12” barrel with motor. Like new—never used. 
Address: Box 824, FOUNDRY, Cleveland 13, 
Ohio. 


FOR SALE 
2—-Ajax-Tama-Wyatt electric induction furnaces 
tilting type for melting aluminum, rated 60 
KW. Completely equipped for immediate pro- 
duction. Write or phone for details. PHONE 
2-8945 F. L. PHILLIPS CO., INC., 80-82 FRED- 
ERICK STREET, BINGHAMTON, N. Y 


FOR SALE 
American Wheelabrator tumblast, 27” x 36” 
complete with electrical equipment for 220 volt 
60 cycle 3 phase current. Good _ condition. 
$3500.00 F.O.B. Tulsa. Address: EMPIRE PAT- 
TERN AND FOUNDRY CoO., BOX 1647, TULSA, 
OKLAHOMA. 


FOR SALE 


3—-United Electric Double End Snag Grinders 
7% H.P., Variable Speeds, Model 64, ir 
excellent condition, 

1—-Core Blower, Demmler Model 3 E Reason 
able. Serial 1457. 

1—Fairbanks-Morse Scale, 6,000 Ib. cap 


Springless, Platform Type, 


1—-American Vertical Broach, 6 ton capacity, 36 


inch stroke, Hydraulic. Serial No. 2844 
Model VTL. 1940 new. Like New. 

1—Yale Electric Platform Lift Truck, 6,000 Ibs 
capacity, Edison Battery. Clean 


AAA SALVAGE CO. 


856 EDDY RD. CLEVELAND 8, OHIO 


FOR SALE 
1—Osborn core blower, model 98 with air clamps 
reconditioned. Address: Box 852, FOUNDRY, 
Cleveland 13, Ohio 
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For Sale 


FOR SALE 
TURBO BLOWERS (3 Phase, 





HI Ml 


LT 





Ce 





60 Cycle) 


ll 


1 


Motor 
cfm Pressure Make H.P Volts Speed | 
4000 32 oz. Spencer 60 440/3/60 | 
3500 40 oz. Spencer 60 440 1800 
2700 16 oz. Spencer 20 220/3/60 1750 

650 16 0z. Spencer 10 220/3/60 3600 | 

450 40 oz. Spencer 7% 220 1750 

400 16 0z. Spencer 3 220/3/60 3500 
PRE wat RE BLOWERS (3 Phase, 60 Cycle) 

100 ‘SP Spencer 1 110/DC 3500 
9100 7” SP Sturtevant 1900 
4500 16 0z. G.E. 30 440 3600 
2700 16 0z. Nth. Amer. 20 220/440 3600 
2500 7oz. Sturtevant 15 220/440 1800 
1150 20 oz. North Amer. 10 220/440 3160 

400 43 oz. Spencer 2 220/3/60 3500 

800 8 oz. Nth. Amer. 3 220 3600 

660 20 oz AllenBillmyre 7% 440 3600 

450 6lb. A&B 30 220/440 3450 

340 20 0z. AllenBillmyre 3 440 3600 

MOTOR REPAIR & MFG, CO. 





1552 HAMILTON AVENUE 
CLEVELAND, OHIO 


FOR SALE 


1—Lindberg-Fisher electric induction stationary 


holding and melting furnace, type IM-R401S, for 
aluminum available for immediate delivery. Fur- 
nace rated at 40KW, 440 volts, single phase, 60 | 
cycles. Complete with control panels, pyrometer 
with lead wire, thermocouple, fused panel, meter, 
contactor, capacitors, cleaning tools and 440 
volt, 3 phase, 60 cycle blower. Like new—never 
uncrated Will sell at our cost $3896.82, f.o.b. 
Springfield, Mass. Address: CARLSON PAT- 
TERN SHOP, INC., 616 BERKSHIRE AVENUE, 


SPRINGFIELD 9, MASS 


FOR SALE 


One Osborn 405-77 jolt rollover 
machine, 3000 lb. capacity, for 64 x 57 flask. 
13” to 23” draw with leveling and runout car. 
Price $3500.00 Address: ECLIPSE-PIONEER 
FOU ND RY, DIVISION BENDIX AVIATION 
CORP., TETERBORO, NEW JERSEY 


FOR SALE 


and pattern draw | 


30 Sets Flasks, 17” x 19”, 4142” Cope and Drag, 
22%" Pin Centers. Bars in Cope and Drag. 
50 Sets Round Flasks, 15” Dia., 4” Cope and | 
Drag, 18” Pin Centers 3ars in Drag 
100 Sets 18” Round Flasks, 4%” Cope with 
Bars, 5%” Drag with Bars, 244” Pin Cen- 
ters 
20 Sets 22” Round Flasks, 6” Cope and Drag, 
Bars in Drag, 25” Pin Centers 
CHESANING PIPE CO, 
CHESANING, MICHIGAN 
FOR SALE 
We have 5—2 ton 
1—5 ton 
Ingersoll-Rand Air Hoist Like new No 


reasonable offer refused 
EASTERN STATES STEEL PRODUCTS CORP. 


MASSACHUSETTS 


EAST BRIDGEWATER, 


SURPLUS 
WHEELS OFFERED 
ALONE! 


GRINDER AND 
PRICE OF WHEELS 


STAND 
AT % 


Double end stand grinder with 5 H.P. motor 


(perfect operating condition) 


m—14 x 2x1%” Baystate wheels for alum. 


20—16 x 2x 14%” Baystate wheels for iron 


BLACKHAWK FOUNDRY & MACHINE CO. 
#323 SO. CLARK STREET 
DAVENPORT, IOWA 
FOR SALE 
Two overhead Sheppard Cranes 3 ton capacity 
25’ span. Address: REDSTONE INDUSTRIES 
INC., 518 SECOND NATIONAL BANK BLDG., 


UNIONTOWN, PA., PHONE §8-3527, 


406 


For Sale | 


PRICED FOR QUICK SALE 


10,000 POUNDS 


CORE PINS 


100 lb, per wooden crane 


3% x 1S gauge headless and pointless 


4%, x 18 Double pointed 


Direct all inquiries to 


ARNOLD LANDESBERG 


LURIA BROTHERS & COMPANY, INC. 


INDUSTRIAL EQUIPMENT DIV. 


LINCOLN LIBERTY BUILDING 


PHILADELPHIA 7, PA. 


PHONE RITTENHOUSE 6-7455 


JOB-PRODUCTION ALLOY FOUNDRY 
Having trouble with delivery of new equipment? 
Here is a modern installation only seven years | 
old and well maintained that is suitable for job 
or production castings of about 100,000 pounds 
per month, Included is a Beardsley & Piper 

S-490 sandslinger, a #610 Clearfield sand 
mixer, Schneible roto-clone dust collector, mag- | 
netic belt, breaker barrel, elevators, sand bins, 
roller conveyor, flasks, clamps, etc. All this 
can be had at a fraction of its 1946 cost. We 
would prefer to have you remove !t as a whole, 
but all reasonable offers for individual units 
will be considered. For complete list of items | 
and prices: 


BOX 830 


FOUNDRY CLEVELAND 13, OHIO 


FOUNDRY EQUIPMENT FOR SALE | 


Champion Core Blowers CB 12 Serial No. 6736 
Champion Core Blowers CB 15 Serial No. 6738 | 
Champion Core Blowers CB 400 Serial No, 6744} 


blowers were purchased new in 
not been in use. They are a 
party who needs core blowers. 
as follows: 
Dual Chain 
Dual Chain 
Dual Chain 
Dual Chain 

as follows: 


The above core 
1945 and have 
good buy for a 
We have four elevators for sale 
Elevator D Chain 58%’ 
Elevator F 43’ Chain 86’ 
Elevator S 40’ Chain 84’ 
Elevator R 47’ Chain 95’ 
There are four speed reductors 
(3) Horsburgh & Scott Worm Gear Speed Re-| 
ducers Series WB2400, Class I, Ratio 45:1 
17 HP Input, Speed 1750 R.P.M. 
Two, Serial C1563 and 
One, Serial C1648 
Horsburgh & Scott Worm Gear Speed Re- 
ducer Series WB2000, Class I, Ratio 45:1 
11.5 HP Input, Speed 1750 R.P.M. 
Serial No. C640 
These elevator casings are 4’-6” x 2’-6”, the ele- | 
vator buckets are 8” x 19” x 7” deep, Farrell | 
No. 85, Mounted on chain with 3,,” pitch. 


29’ 





(1) 


FRANK FOUNDRIES CORP. | 
MUNCIE, IND. 


FLASKS 


Sterling Wheelbarrow Rolled Stee] Flasks 


18 sets 46 x 50—6” cope, 6” drag 
17 sets 38 x 44—6” cope, 6” drag 
20 sets 32 x 48—6” cope, 6” drag 
18 sets 32 x 48—6” cope, 8” drag 
also 21 sets 62 x 41 x 31 Magnesium, 5” cope, 
9” drag 
2 sets 48 x 32 Magnesium, 5” cope, 5” drag | 
lset 28 x 22 Magnesium, 5” cope, 4” drag | 


CONVEYOR 
ALL SIZES AND TYPES 
ALLIED MATERIALS HANDLING CO. 
GROVE CINCINNATI 32, OHIO 
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CLASSIFIED 


ADVERTISING 


For Sale 


FOR SALE 
FOUNDRY EQUIPMENT 


—No. 55 M Pangborn Car Type Blast 
Beardsley Hydraulic Speed Slinger 
10’ dia. Storage Bin and Plate Feeder 
-#24 Davenport Jolt Rollover 38x24 table 
#413 Osborn Jolt & Pattern draw 
Robinson Double Core Rollover Machines 
Robinson Core Stripper 
Core Blower 
Jolt & Power Squeeze 
Milwaukee No. 163 Jolt Squeeze & Stripper 
48” Niles Vertical Car Wheel Lathe 
48” Niles Vertical Cut Off Machine 
48” Niles Vertical Wheel Boring Lathe 
Lot New & Used Buildings 
Lot Cranes, Hoists, Trolleys 
Lot Lift Trucks 
Lot Horizontal 


Osborn 
Nicholls 


en el ae ee ee 


ee a, 


Fire Tube Boilers 


HETZ CONSTRUCTORS INC, 


P.O. BOX 671 WARREN, OHIO 


Phone & W. U. NILES OHIO 2-2509 


FOR SALE 


2—Osborn Squeezers, Model #75-J. 


1—U. S. Electric Tool Co. Double End Grinder. 
42” between wheels, 3 h.p., 220v-3ph-60c. 
1—Band Saw. 24” with % h.p. motor, 220v-3ph- 

60c. 


1—Walker-York Coke Fired Crucible Furnace 


Blower. 110v-1ph-60c. 


1—Royer Sand Mixer. Model 1936, 220v-3ph-60c 


1—Ingersoll-Rand Air Compressor, 6” Bore, 4” 
Stroke, 64 C.F.M. Displacement, 7% h.p.-3ph- 
60c. Type ES-1. 

BOX 869 
FOUNDRY — CLEVELAND 13, OHIO 


FOR SALE 


to 


Milwaukee Jolt Pin Lift Machines, Model 1536: 
B, 12” lift serial No. 11826, 11827, new 
1942 used less than 6 months, condition like 
new. Price $750.00 each. 

Tabor and Osborn Jolt Squeezers. 

3 Simplicity 4 ft x 6 ft Shakeouts. 

#205 Besley Double End Disc Grinder, 

Bench and Floor Type Grinders, Buffers, 
Tools, Chain Hoists, Sly Blast Barrel, co: 
plete with Dust Collector, U. S. Electrical T 
20” and 24” Swing Grinders. 

Monarch Tilting and Holding Furnaces, 
Sly Dust Collector, complete with 50 
Rotoclone. 


GEORGE W. CASSADY COMPANY 





io Ry 


P. 0. BOX 238, 
WILLIAMSPORT, PENNSYLVANIA 
WHEELABRATOR FOR SALE | 


One only 36” American continuous Tumblast 
Wheelabrator, type S19-12, complete with loading 
conveyor. Like new, used only three months 
Ideal for cleaning castings, fittings, etc. Make 
collect call to: PAUL HERTEL, LACLEDE 
2100, ST. LOUIS. 


VALLEY STEEL 
124 SIDNEY ST. 


PRODUCTS CO, 


ST, LOUIS 4, MO. 


FOUNDRY 











May 





HO 








FOR SALE 





2—24” x 30’ Belt Conveyors, 5 H.P. 220/440V. 1—Climax #2% Wire Straightener, 3/16" to 
3ph. 60cy. Y2" wire, 3 H.P., 220/440V. 3ph. 60cy. 
1—# 405-79 Osborn Rollover and Pattern Draw 1—Pangborn 28 cu ft. Rotoblast, Type CK with 

Molding Machine. power loader. 


1—Pangborn 12 ft. dia. Tableblast complete 
with dust collector. 
1—Dust Collector, Parsons +118 complete with 


1—#405 Osborn Rollover and Pattern Draw 
Molding Machine. 


1—# 147 Osborn Rockover and Draw Machine, 20 160. mcban Aen. 

for long jobs. 4—Tumbling Mills, 30” x 60” with 15 H.P. mo- 
1—Herman Rollover Molding Machine, 22” cyl. tor 220/440V. 3ph. 60cy. 

42” x 72” table. 1—-10 H.P. Black & Decker double stand grinder, 
1—Herman Bumper, ser. #1458, 7000# jolt 440V. 3ph. 60cy. 

cap., 40” x 58” table. 1—3 H.P. double stand grinder, belt driven. 
1—Herman Rollover floor type 20” x 42”, 750# 1—40 H.P. Pennsylvania Air Compressor. 


1—+#5 Cupola. 

2—3 H.P. Blowers for furnaces. 

1—5 H.P. Blower for Furnace. 

2—Micromax Instruments Leeds & Northrup 


jolt cap. 
1—Herman Jarring Stripper Molding Machine, 
40” x 72” table, 20” draw. 


3—Model 2166 SPO Jolt Squeeze Pin Lift Mold- Temperature Control. 
ing Machines. 2—‘‘Late Type’’ Model 2047 Osborn Jolt Roll- 
1—#1 Demmler Core Blower—New. over Molding Machines for cylinder head 


core production. 


1—Redford Core Blower New, on stand. 
1—#3 Simpson muller, 30004 batch size, 8 ft. 


1—Hough Payloader, Model HA. a a 
dia. A-1 condition. 
1—Simplicity Shakeout (Core Knock-out) 4’ x 8’. Various sizes of used Steel Flasks. 
1—Kane & Roach Wire Straightener, 3/16” to Various sizes of Hines Popoff Flasks and Jack- 
Y2” wire, 72 H.P., 440V. 3ph. 60cy. ets. 
EUCLID FOUNDRY & MACHINE EQUIPMENT CO. 
15019 Saranac Rd., Cleveland 10, Ohio Telephone—Glenville 1-1538 








CLASSIFIED ADVERTISING RATES 





POSITION WANTED — Minimum advertisement set INCH RATES PER INSERTION | 
solid, 30 words or less, $2.50. Additional words 9c each. Sah dita a: ieee Six Twelve | 
214” Wide Time Times Times Times’ | 
ALL OTHERS—“Help Wanted’’—‘“For Sale’—‘‘Wanted” 1 inch ........ $15.00 $13.75 $12.50 § 11.25 | 
—‘Personals’’—‘“Services”, etc., minimum advertisement 2 inches ....... 27.00 25.00 23.00 21.00 | 
set solid, 30 words or less, $5.00. Additional words 15c | 3 inches ....... 40.00 36.50 33.50 30.00 | 
each. 4 inches ....... 50.00 46.00 41.50 37.50 | 
5 inches ....... 60.00 55.00 50.00 45.00 | 
6 inches ....... 73.50 66.50 60.00 53.50 | 
NOTE—TIf replies are to be sent to a box number in care 7 inches........ 82.50 75.00 67.50 60.00 
of FOUNDRY, add 6 words to your advertisement for 8 inches ....... 91.50 83.50 75.00 «66.50 
box number and address. I COMM 6.660% 110.00 100.00 90.00 80.00 | 
Half Page ..... 162.50 150.00 137.50 125.00 
Full Page ..... 275.00 250.00 225.00 200.00 


Any advertisement set in all capital letters, add 50% to 
the above rates. 


Remittance should accompany advertisement when 
submitted—Cash Discount 2%, 10 days. 


Classified Forms Close the 13th of Month Preceding Issue 


FOUNDRY 


Penton Building, Cleveland 13, Ohio 
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PENTON 
FOUNDRY 


List 





This volume helps you to know 


the foundry market thoroughly. 
1951-52 


foundry list provides you with 


The new Penton's 
the most complete information 
available anywhere on the 5,867 
foundries in the U.S. and Canada. 
It tells who they are, where they 
are located, what they melt, how 
big they are and what depart- 


ments they operate. 


Many sales managers and buyers 
of castings say they could not 
get along without it. The price 
is reasonable. For descriptive 


literature, write to— 


Book Department 
Penton Publishing Company 
Cleveland 13, Ohio 
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ATLANTIC CITY—birthplace of Miss America and convention 
spot of foundrymen (MR. AMERICA) May 1 to 7. 


Duar Fak” 


Were you there .... four years ago when foundrymen descended 
on Philadelphia for the last eastern convention? 

The cherry blossoms and spring flowers were in full bloom. A 
good time was had by all and much new equipment was shown for 
the first time. As you recall, a political convention followed us into 
the city and (they say) the cab drivers’ outlook on life hasn’t been the 
same since. Seems as though you were a cab-loving lot and seldom 
walked when you could ride. ‘Ah, those foundrymen . . . there was 
a convention!” 

Jack Ahrens, Eastern manager of FOUNDRY, and your corres- 
pondent were in Atlantic City recently (making FOUNDRY ’s prepara- 
tions to welcome you) and found much evidence of activity designed 
to make your visit there a pleasant one. At the Convention Bureau, 
Mr. Wayne Stetson’s secretary (Miss Redfield) and Miss Yarnel of 
the Housing Bureau were mighty cordial and problem-solvers par ex- 
cellence. We hope no one of you will have room-troubles and doubt 
that you will. 

By the way, have YOU ever been to Atlantic City? Being a 
country-boy at heart myself, the “wide-open spaces” of the ocean as 
viewed from a miles-long boardwalk proved fascinating and relaxing. 
There must be wider, longer beaches elsewhere, and some of you (dear 
readers in distant parts of the world) might not be so impressed. If 
Atlantic City is as appealing in May as it was in late March, you will 
enjoy your trip to this year’s convention. 

Frank Steinebach’s editorial team will be there early and stay 
late to bring you a word and picture of the May 1 to 7 event in 
FOUNDRY ’s special June post-convention issue. This great precon- 
vention issue previews the Atlantic City affair in full detail. Note es- 
pecially the fine assembly of news and information on foundry equip- 
ment, services and supplies. It is suggested that you observe the ex- 
tent to which new and standard-lines equipment has been cataloged for 
your reference. 

If you attend the convention, we extend a cordial welcome to the 
FOUNDRY booth where newly built (extra-soft) easy-chairs have been 
reserved for your comfort. All of us will be there to say “hello” with 
Rand Ebersole, Dave Gibbs, Mary Jane Kimpel, and Bettie Thompson 


on hand to greet you. 
* * * 


It’s NEW... . another handy 40-page booklet entitled, ‘How to use 
the Cupola.”” Many of you liked our pocket-sized GLOSSARY OF 
FOUNDRY TERMS. This newest booklet on cupola operation is 
a collection of 13 articles which appeared serially in FOUNDRY re- 
cently and is available through our circulation department at a cost 
of $1.00. 


* * * 


Help! Help! (as Arch Ward in the Chicago Tribune says) our column 

depends upon its friends. We have thoroughly enjoyed correspondence 

with those of you who have written to us (especially those who have 

sent “idea” and ‘shop kink” letters which we have promptly presented 

to the Editor). We like to write, we like to receive letters. Write 
7 ’ ? 

soon, wont you: Cordially, 


Fo A arf 


Business Manager, 
April 22, 1952 FOUNDRY 
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prosiem: Armor plate for eyes 










prostem: A hemoglobin laboratory 
for use at patient’s bedside 








‘> 
** 


ANSWER: If you dropped steel balls on 


your glasses, they'd shatter in dangerous 








splinters. AO safety-goggle lenses won't 






splinter. Scientists at American Optical 





devised a heat treatment that makes glass 






manv times as strong, eyes sater,. 











NS WER: Today, a physician need not send blood samples toa laboratory for ie 
hemoglobin analysis and delay diagnosis. Within 3 minutes, he can read : 
the answer in the Hb-Meter. This meter is so fast that a patient's condition 
can be watched during treatment. Heart of the instrument is an accurately 
polished glass wedge, graded in color, against which the blood sample can 
be matched. The Hb-Meter is a creation of American Optical Company. 










PROBLEM: LO keep movie film 
from catching fire 





ANSWER: Right, film shielded by ordinary glass catches fire. 
Left, AO heat-absorbing glass prevents fire. This glass, 
ck veloped for floods and proje ctors, absorbs 90° of heat 







from projected light, passes movie-film color in true values. 






Write us about vour development problems. American 
Optical Company, 69 Vision Park, Southbridge, Mass. 
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126,000 square feet of exhibit space as 
set up for your pleasure by the American 
Foundrymen's Socitty. 



















Ever since the development of the one-man, 

mechanical POURING DEVICE — more than 

| thirty years ago — MODERN EQUIPMENT 

MODERN reservoir ladle receiving metal through a front slag- 3 products have helped to make easier all 


ging spout in front of two, MODERN, No. 8 | ts - * & 1 i 
ville, N.J. A MODERN, heavy duty, swivel pred is icloved. Bs foundry work while boosting tonnages at the 
™ pay scales... 





Several of these MODERN, pioneering developments 
will be on display at Atlantic City. And whether 
your special interest centers in a 6000 pound, geared, 
: ' ' reservoir ladle or around a ladle of only 100 pounds 
: | : * capacity, to operate with detachable bail and Pour- 
. ing Device, you’ll find them at the show — UNDER 
POWER! 
We'll be mighty happy to welcome 
you at the heart of the show in 


BOOTHS 710 AND 809 
Receiving Ampco (Aluminum Bronze) at the electric furnace. MODERN EQUIPMENT COMPANY 


Metal is transferred from dally to’ mold, and poured, with a PORT WASHINGTON, WISCONSIN 
’ 


Model ‘'E,’’ MODERN Pouring Device. 
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Huge gear rim of a barking drum for 
a pulp mill has diameter of 14/2 feet. 


STEVENS FACINGS 
Favored by Finns 


@ Halfway around the world—in Tammerfors, Finland, 


Workman 
building open 

mold for the gear rim 

which weighs nearly one ton. 


















to be exact—Stevens Foundry Facings are as popular with 
foundrymen as they are right here at home. The Tammerfors 
wh Linne-och Fern-Manufaktur Aktie-Bolag, a Finnish manufac- 
turer of pulp and paper machinery and other heavy industrial 
equipment, reports that their use of Stevens No. 114 Core 
Coating has given them “very satisfactory” casting results. As 
proof, they forward these pictures, showing a typical product 

of their gray iron foundry. 





“Modern building which houses the foundry of 


=e Of course, there’s no need to travel to Finland, or anywhere else, 


to find a foundry that is a confirmed booster of Stevens Facings. 








Teeth of gear The chances are there’s one right in your neighborhood. You 
rim were molded i 
in cement sand 
coated with 
Stevens No. 114 
Core Coating. tury. And that vast experience is behind every Stevens 










see, Stevens has been furnishing foundrymen with the BEST 






in facings and supplies for nearly three-quarters of a cen- 





product you order. Have your Stevens representative tell 
you about ALL the Stevens foundry items. There's no 
obligation. Call him today or write direct to Frederic 

B. Stevens, Inc., Detroit 16, Michigan. 


“EVERYTHING FOR A FOUNDRY” 


TRADEMARK 


FREDERIC B. V1 \ | \ INCORPORATED 
~ ADA 


DETROIT 16, MICHIGAN 
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Complete Sand Drying and Handling Equipment 
Showing Discharge of Dried Sand to Core Room. 


View in Core Room Showing Continuous Car 
Type Conveyor That Carries Cores to Ovens. 








@ Drying your own core sand results in better deliveries 
and lower sand costs. It permits exact duplication of every 
mix — saves on binders —results in a uniform bake — 
constant core structure and reduces losses of both cores 
and castings. 


Dryers or combination dryer-coolers — gas, or oil 
fired — complete with storage, feeding and all conveying 
facilities — large or small capacities to meet your require- 
ments. The C. O. Bartlett & Snow Company, 6201 Harvard 
Avenue, Cleveland 5, Ohio. 


Increasing Productivity for People You Know 





